Instruction Sheet

* Tyco Electronics  certi-crIMP* 408-1559
Hand Crimping Tools 04 AUG 08 RevS

PROPER USE GUIDELINES

Cumulative Trauma Disorders can result from the prolonged use of manually powered hand tools. Hand tools are intended for occasional use and low volume
applications. A wide selection of powered application equipment for extended-use, production operations is available.

Handles

Label (Color Coded for PIDG*
and PLASTI-GRIP* Products)

Wire Size Range Hand Crimping Tool
Stamped Here Part Numbers
Ratchet 46121
Locator 47304
47386
Label (Color Coded 47386-5
for Sealed Splices)
47387
47907-1
48518-2
Insulation Crimp Adjustment Pins 69151-1
(Shown in Position 3) 69454
Jaws 169485
Figure 1
CERTI-CRIMP hand crimping tools listed in Figure 1 PRODUCT SIZE RANGE
are used to crimp the products onto the wire listed in TYPE (AWG)
Figure 2.
. . Solid or
NOTE Dimensions in this instruction sheet are in PIDG Terminals and Splices Stranded 30-14
millimeters [with inches in brackets]. Figures and - )
. . PIDG Radiation Resistant
- illustrations are for reference only and are not Terminals and Splices Stranded 27-14
drawn to scale.
. Solid or
Reasons for reissue of this instruction sheet are PLASTI-GRIP Butt Splices Stranded 26-22
provided in Section 7, REVISION SUMMARY. PIDG Insulation Restrictin
Nylon Terl:ninlals e Stranded 26-14
2. DESCRIPTION (Figure 1)
. . PIDG FASTON* Receptacles
The handles and label (if appllcable_) of each tool are 641321-1 (187 Series) and Stranded 96-24
color—coded to match the color coding of the product 641324-1 (110 Series)
to be crimped. The tools may show more than one -
color code. _ ; olid or _
PLASTI-GRIP Terminals Stranded 22-14
NOTE For example, Tool 47386 can be used to apply : ~
PIDG terminals and splices with a yellow color Spare Wire Cap Stranded 22-14
- code as well as spare wire caps with a red color Figure 2
code.
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CERTI-CRIMP Hand Crimping Tools

408-1559

These tools are members of the CERTI-CRIMP hand
crimping tool family. The ratchet ensures full crimping
of the product. Once engaged, the ratchet will not
release until the handles have been FULLY closed.

CAUTION

The crimping jaws bottom before the ratchet
releases. This design feature assures maximum
tensile performance of the crimp. DO NOT
re-adjust the ratchet.

3. CRIMPING PROCEDURE

Refer to Figure 3 to ensure that the correct tool and
product combination is being used. Figure 3 also lists

embossed on a crimped product when it is crimped
using the correct tooling.

3.1. PIDG and PLASTI-GRIP Terminal and Splice and
PIDG FASTON Receptacle

1. Strip the wire to the dimension provided in
Figure 3 being careful to avoid nicking or cutting

the conductor(s).
CAUTION

DO NOT use wire with nicked or missing

: conductor(s).

2. Open the tool jaws by closing the tool handles
until the ratchet releases, then allow the handles to

the number of dots (or dots and rib) that appear open fully.
TOOL PRODUCT WIRE
PART | COLOR | DOT DESCRIPTION INSULATION Rls\ﬁ(E;E INSULATION | STRIP LENGTH
NUMBER CODE CODE COLOR (AWG) DIA RANGE TERMINAL SPLICE
46121 Red and PIDG Terminals and Splices
169485 Yellow 1 , 4.0-4.8 4.4-52
PLASTI-GRIP Butt Splices Yellow 26-22 - Blao-3hel | [MVea= 1ol
47304 Yellow — PIDG Terminals
. . Natural
PIDG Terminals and Splices Translucent
Blue and N 4.8-5.6 5.6-6.4
47907-1 : 2 atural 24-20 —
White PIDG Radiation Resistant | Translucent Blie="lsal | [lso-"1d]
Terminals and Splices with
White Stripe
PIDG Terminals
MS 25036-143 through ~147 |  Yelow
47386 Red and 1 — - 26-24 5.2-6.0
47386-5 Yellow PIDG Radiation Resistant Natural - - ['3/64-"/6a] -
Terminals with
MS 7928/4-143 through -147 | Yellow Stripe
PIDG Terminals and Splices Red
e
PLASTI-GRIP Terminals
47386 Red and 5.2-6.0 6.4-7.1
1 Natural 22-16 — 13 15 17 9
47386-5 Yellow PIDG Radiation Resistant Translucent [Plea="leal | ['/a—"/sel
Terminals and Splices with
White Stripe
PIDG Terminals and Splices Red
e
PLASTI-GRIP Terminals
6915118 | Red | — Natural | 22-16 — 135;-2‘?5? ?/-4‘97/-1
PIDG Radiation Resistant Translucent [Plea="leal | ['/a—ls2]
Terminals and Splices with
White Stripe
PIDG Terminals and Splices Red
e
PLASTI-GRIP Terminals
69454 Red | |20 - Natural | 22-18 — [135/-2:%? | [?/-4_‘97/-1]
PIDG Radiation Resistant Translucent 64~ 64 47132
Terminals and Splices with
White Stripe
® Use Tight Insulation Support for Wires with Thin Wall Insulation Figure 3 (Cont'd)
20f10 Tyco Electronics Corporation Rev S



CERTI-CRIMP Hand Crimping Tools 408-1559
TOOL PRODUCT WIRE
SIZE STRIP LENGTH
NomRT | coLor | POT DESCRIPTION NN | RaNGE | [DaUrATioN
(AWG) TERMINAL | SPLICE
1.04-2.62
PIDG Terminals and Splices Blue 16-14 1 041-.10]
PLASTI-GRIP Terminals G 20-16 0.41-1.65
17387 Blueand | reen HD | [016-065 | 5260 | 64-7.
Green - _
Natural . ["loa="lgal | ['14="I32]
PIDG Radiation Resistant Translucent
Terminals and Splices with 20-16 -
Blue Stripe HD
Yellow with 3 %6 0.66-1.40
12;1212135 Red and 1 PIDG Insulation Restricting | Black Stripes [026-055] | 4856 o
473040 | Tellow Nylon Terminals Yelowwih3 | . | 079-1.40 | Fhe-Thedl
Blue Stripes [.031-.055]
] o Yellow with 3 %6 0.66-1.40
47386 Red and 1 PIDG Insulation Bestnctmg Black Stripes [.026-.055]
47386-5 Yellow Nylon Terminals -
MS 7928/1-1 through -10 | Yellow with 3 o4 0.79-1.40
Blue Stripes [.031-.055]
Red with 3 0.97-2.79
Red and . 22
Yellow Green Stripes [.038-.055] ?_4_97_1 B
gggg 5 Tool 1 PIDG Insulation Restricting Red with 3 20 1.17-2.79 ['1a="1s2]
6915 1: le 69151-1 Nylon Terminals Red Stripes [.046-.110]
RM(;’%Fl Redwith3 | o | 142-279
ed Lnly White Stripes [.056-.110]
47387 Blue and 2 PIDG Insulation Restricting Blue with 3 16 1.60-3.30
Green Nylon Terminals Blue Stripes [.063-.130]
47386 Red and .
47386-5 Yellow 1 Spare Wire Cap 328307 Red 22-18 — 8.0.87
5 11
Blue and . Phe-""/l
47387 Green 2 Spare Wire Cap 328308 Blue 16-14 —
PIDG FASTON Receptacles 4.8-5.6
48518-2 — — 641321-1 (.187 Series) and Yellow= 26-24 — [3/‘ _7/' ]
6413241 (.110 Series) 167132
® Use Tight Insulation Support for Wires with Thin Wall Insulation = For Reference Only —
Figure 3 (End) Check Product-to-Tool Match Using Part Numbers

3. Place the product in the jaws as shown in
Figure 4 or Figure 5.

4. Close the tool handles until the product is held
firmly in place. DO NOT deform the wire barrel.

5. Insert properly stripped wire(s) into the wire
barrel as shown in Figure 4 or Figure 5.

CAUTION

DO NOT allow wire insulation to enter the wire

: barrel.

6. Complete the crimp by closing the tool handles
until the ratchet releases.

7. Release the tool handles, allow the handles to
open fully, and remove the crimped product.

8. To crimp the other wire barrel of a splice,
re—position the uncrimped wire barrel in the tool as
shown in Figure 5, and repeat Steps 2 through 7.

9. Inspect the crimped product according to

Figure 7. Product not meeting these conditions
should NOT be used. If the wire insulation grip is
not satisfactory, refer to Section 4 to adjust the grip

using the insulation crimp adjustment pins.

Rev S

Tyco Electronics Corporation
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CERTI-CRIMP Hand Crimping Tools

408-1559

PIDG PIDG Insulation
Terminal Restricting Terminal
C B C<B
T T
M1 A
PIDG FASTON PLASTI-GRIP
Receptacle Terminal

T M [T

”~8

“B” Equals Wire Barrel

“C” Equals Insulation Barrel

Wire Barrel Butts
Against Locator

End of Wire Conductor Butts Against Tool
Locator (For PIDG FASTON Receptacle,
Wire Butts Against Wire Stop)

Figure 4

3.2. Spare Wire Cap

1. Strip the wire to the dimension provided in
Figure 3 being careful to avoid nicking or cutting
the conductor(s).

[ \I§i[0]@ DO NOT use wire with nicked or missing

: conductor(s).

2. Place the tool insulation crimp adjustment pins
in Position 3.

3. Close the tool handles until the jaws partially
close, but leave enough space for the spare wire
cap to be inserted between the jaws.

4. Raise the locator so that the end of the cap
rests against the recessed surface of the locator as
shown in Figure 6.

5. Close the tool handles until the spare wire cap is
held firmly in place. DO NOT deform the wire

PIDG Butt PLASTI-GRIP
Splice Butt Splice
C><B Window B Window
T F&r i Indent
| LS ] R
Wire Wire
StOp StOp

“B” Equals Wire Barrel “C” Equals Insulation Barrel

First Crimp

Locator Seats in
Window Indent

Insulation Crimp Adjustment
Pins in Position 3

End of Wire Conductor Butts
Against Wire Stop

Second Crimp

End of Wire Conductor Butts
Against Wire Stop

Locator Seats in
Window Indent

Figure 5

Spare Wire Cap

5™ =

Insulation Crimp
Adjustment Pins
in Position 3

“B” Equals Wire Barrel

Raise Locator So that End of —1:
Cap Rests Against Recessed —=1=

barrel. i
Surface of Locator Wl(r:e Bottomed
6. Insert a properly stripped wire into the wire Fioure 6 In L-ap
barrel until the wire bottoms. 9
40f10 Tyco Electronics Corporation Rev S



CERTI-CRIMP Hand Crimping Tools 408-1559

7. Hold the wire in position, and complete the 9. Inspect crimped product according to Figure 7.
crimp by closing the tool handles until the ratchet Product not meeting these conditions should NOT
releases. be used.

8. Release the tool handles, allow the handles to
open fully, and remove the crimped spare wire cap.

PIDG and PLASTI-GRIP Terminals and PLASTI-GRIP Buit Splice
PIDG FASTON Receptacle

Dot Code (1 or 2 Dots) Must Appear
on All Crimped Product

Note: Tool 69454 produces rib on
bottom and dot on top.

eSS S S S S S S SS]
Kl
e

———

= — e
—\ A AV A || 1)
e <

Wire Stop

Spare Wire Cap

There is no flash or extruded insulation.

Color code, dot code, and tool combination is correct.
The dot code disappears from sealed splices when

The insulation barrel is in firm contact with the wire they are heat sealed.

insulation.

o The correct wire size is used.
Color code, dot code, and tool combination is correct

(rib on bottom, dot on top when using Tool 69454). The wire insulation does not enter the wire barrel.

The wire size is within the wire size range stamped
under the terminal tongue or on the center of the splice.

The end of the conductor is against the wire stop, is at
least flush with, or extends slightly beyond, the wire
barrel.

The crimp is centered on the wire barrel.

The end of the conductor is bottomed in the cap.
The end of the conductor is flush with, or extends

beyond, the end of the wire barrel. The full width of the crimp is over the wire barrel.

The conductor end is against the wire stop, is at least
flush with, or extends slightly beyond, the wire barrel.

There are no nicked or missing conductor strands.

The crimp is centered on the wire barrel.
The wire insulation does not enter the wire barrel.
The splice insulation is in contact with the wire
insulation.

FEEE @OE OO

There are no nicked or missing conductor strands.

OOROROCRONORC

Figure 7

Rev S Tyco Electronics Corporation 50f 10



CERTI-CRIMP Hand Crimping Tools

408-1559

4. INSULATION CRIMP ADJUSTMENT

The insulation crimp section of the hand tool has
three positions: 1 (tight), 2 (medium), and 3 (loose) to
adjust the wire insulation crimp grip. To adjust the
insulation grip, proceed as follows:

4.1. PIDG Terminals and Splices and
PIDG FASTON Receptacles

NOTE PIDG terminals and splices feature a wire

- insulation “grip.”

1. Insert the insulation crimp adjustment pins into
Position 3. Refer to Figure 1.

(W \U(0]\W Make sure that both insulation crimp adjustment

: pins are in the same position.

2. Place a terminal or splice into the tool jaws as
shown in Figure 4 or Figure 5.

3. Insert UNSTRIPPED wire into ONLY the
insulation barrel of the terminal or splice.

4. Close the tool handles to complete the crimp.

5. Remove the crimped terminal or splice and
check the insulation crimp by bending the wire
back and forth once. The terminal or splice should
retain its grip on the wire insulation. If the wire pulls
out, set BOTH insulation crimp adjustment pins to
the next higher position (2).

6. Perform another crimp, and repeat the
adjustment as necessary until the correct insulation
grip is attained. DO NOT use a tighter setting than
required.

4.2. PLASTI-GRIP Terminals and Splices

PLASTI-GRIP terminals and splices feature a
wire insulation “support.” The terminal or splice
insulation should ideally be in contact with the
wire insulation.

NOTE

Set the insulation crimp adjustment pins into position
according to the following:

— 3 for wire having large insulation diameter
— 2 for wire having a medium insulation diameter

— 1 for wire having a small insulation diameter

(W \U0]\W Make sure that both insulation crimp adjustment

: pins are in the same position.

5. MAINTENANCE AND INSPECTION

Hand crimping tools are inspected before shipment.
The tool received should be inspected immediately
upon arrival to ensure that the tool has not been
damaged during shipment, and that it performs
according to the criteria described in this sheet. If a
tool is damaged upon arrival, retain the shipping
container, file a claim with the carrier, and notify Tyco
Electronics immediately.

5.1. Daily Maintenance

1. Remove dust, moisture, and other contaminants
from the tool with a clean brush or a soft, lint—free
cloth. DO NOT use objects that could damage the
tool.

2. Make sure that the proper retaining pins are in
place and are secured with the proper retaining
rings.

3. Make certain that all pins, pivot points, and
bearing surfaces are protected with a THIN coat of
any good SAE 20 motor oil. DO NOT oil
excessively.

4. When the tool is not in use, keep the handles
closed to prevent objects from becoming lodged in
the crimping areas and store the tool in a clean,
dry area.

5.2. Periodic Inspection

Regular inspections should be performed by quality
control personnel. A record of scheduled inspections
should remain with the tool or be supplied to
supervisory personnel responsible for the tool.
Though recommendations call for at least one
inspection per month, the inspection frequency should
be based on the amount of use, working conditions,
operator training and skill, and established company
standards. These inspections should be performed in
the following sequence:

A. Visual Inspection

1. Remove all lubrication and accumulated film by
immersing the tool (handles partially closed) in a
suitable commercial degreaser that will not affect
paint or plastic material.

2. Make certain that all retaining pins are in place
and are secured with retaining rings. If
replacements are necessary, refer to the parts list
in Figure 10.

3. Inspect crimping areas for pitted or chipped
surfaces.

4. Close the tool handles until the ratchet releases,
then allow handles to open freely. If they do not
open quickly and fully, the spring is defective and
must be replaced. Refer to Section 6,
REPLACEMENT AND REPAIR.

60f 10
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CERTI-CRIMP Hand Crimping Tools

408-1559

B. Gaging Crimping Chamber

This inspection requires the use of plug gages
conforming to the dimensions listed in Figure 8. To
gage the crimping chamber, proceed as follows:

1. Close the jaws by squeezing the tool handles
together until the jaws have bottomed, and then
HOLD the handles in this position. DO NOT force
the jaws beyond initial contact.

2. Align the GO element of the gage with the wire
barrel crimp section of the crimping chamber. Refer
to Figure 9. Push the element straight into the
crimping chamber without using force. The GO
element must pass completely through the
crimping chamber.

3. Align the NO-GO element of the gage with the
same crimp section, and try to insert the element.
The NO-GO element may start entry, but it must
not pass completely through the crimping chamber.
Refer to Figure 9.

4. Repeat the gage inspection for the insulation
crimp section of the crimping chamber, making
sure to use the correct plug gage.

If the crimping chamber conforms to the gage
inspection, the tool is considered dimensionally
correct. If the crimping chamber does not conform to
the inspection, the tool must be repaired. Refer to
Section 6, REPLACEMENT AND REPAIR.

For additional information concerning the use of the
plug gage, refer to instruction sheet 408-7424.

C. Ratchet Inspection

Obtain a .025—-mm [.001-in.] shim that is suitable for
checking the clearance between the bottoming
surfaces of the jaws. To inspect the ratchet control,
proceed as follows:

1. Refer to Figure 3, and select a product and
maximum size wire.

Suggested Plug Gage Design — Wire Barrel Crimp Section

Tool 69454

All Other Tools

R B B R B B
GO NO-GO GO NO-GO
) I ’ LG Y o
EET Gl C ) Ej:ré oF:E@ojy ( ) mz)j:?o
J L L—»— 31.75[.125] N 12.7 [50] 50.8 [2.00] L—J
(Max) Min Typ Min Typ _i\ Min Typ
3 Jaw Closure o Jaw Closure
=& Configuration =X Configuration
TOOL JAW CLOSURE T DIAMETER A GAGE ELEMENTT1 DIAMETER B DIMENSION
GO NO-GO GO NO-GO C (Width) R (Radius)
46121 1.600-1.608 1.750-1.753
169485 1600[0630] | 1.753[0690] | 0630 0633] | [.0689-.0690]
1.600-1.608 1.750-1.753
47304 1,600 [.0630] 175306901 | [GGa0-0633] | [0689-.0690]
47386 2.768-2.776 2.918-2.921
47386-5 2768[1090] | 2921[1150] | (4090 1093) | [.1149-.1150]
3.022-3.030 3.172-3.175
47387 3.022 [.1190] 3.175 [.1250] 11190-.1193] (1249-.1250] — —
2.260-2.268 2.410-2.413
479071 2.260 [.0890] 2.413 [.0950] (0890-0893] | [0049-.050]
1.600-1.608 1.750-1.753
48518-2 1.600 [.0630] 1.753 [.0690] (0630-.0633] | [0689-.0690]
2.768-2.776 2.918-2.921
69151-1 2.768 [.1090] 2.921 [.1150] (1090-1093] (149 1150]
69454 2616 [1030] | 2.718[1070] ﬁg;gﬁggg] [213;3:213;8] 3.962 [.156] 3.454 [.136]
1 Jaw closure dimensions apply when wire barrel jaws are bottomed, but not under pressure. 11 Material: Tool Steel
Figure 8 (Cont'd)
Rev S Tyco Electronics Corporation 70f10



CERTI-CRIMP Hand Crimping Tools 408-1559
Suggested Plug Gage Design — Insulation Barrel Crimp Section
F G (GO G (NO-GO
e oo,
Jaw Closure D — ‘ ‘ 60 NO | - D_
Configuration eo L f
6.35[.250] Typ —J W (Max)
JAW CLOSURE DIMENSION F
To0L (Adjustment Pins in Position 1) GAGE ELEMENTTT DIMENSION & lel(l‘ENNg{:)N
|
GO NO-GO GO NO-GO
46121 0.762-0.77 1.267-1.27
oot 0.762 [.0300] 1.27 [.0500] L0300-.0306] 010803001 3.05 [.120]
47304 0.762 [.0300] 1.27 0500] [_3'37&2_‘_8'37073] [.(1)2129697-_.2)%30701 3.05 [120]
47386 0.762-0.77 1.267-1.27
s 0.762 [.0300] 1.27 [.0500] L0300-.0306] 010803001 3.05 [.120]
47387 1.016 [.0400] 1,524 [.0600] [.162(1)8:.162(2)3] [.162351):.162331 4.75 [187]
47907-1 0.762 [,0300] 1.27 [0500] [_857&502_'_8'37073] [_éf9697_‘_(1);52070] 2.36.093]
48518-2 0.762 [.0300] 1.27 [0500] [_857(;502_'_8'37073] [_éf9697_‘_(1);,,2070] 3.05 [.120]
69151-1 0.762 [,0300] 1.27 [0500] [_857(;502_‘_8'37073] [_éf9697_‘_(1);52070] 3.05 [120]
69454 0.762 [,0300] 1.27 [0500] [_857(;502_‘_8'37073] [_éf9697_‘_(1);52070] 3.05 [120]

T Jaw closure dimensions apply when insulation barrel jaws are bottomed, but not under pressure.

Figure

11 Material: Tool Steel
8 (End)

Inspection of Wire Barrel Crimp Section

Wire Barrel
Crimp Section of
Crimping Chamber

GO Elemen
Completely Thro

NO-GO Elem

Completely Thro

Jaws Bottomed But
Not Under Pressure

Partially, But Must Not Pass

Inspection of Insulation Barrel Crimp Section

Insulation Crimp
Adjustment Pins in
Position 1 (Ref)

Insulation Barrel
Crimp Section of
Crimping Chamber

t Must Pass
ugh Jaw Closure

ent May Enter

A

ugh Jaw Closure

Figure 9

80f 10
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CERTI-CRIMP Hand Crimping Tools

408-1559

2. Position the product in the crimping chamber
according to Paragraph 3.1, Steps 1 through 5 or
Paragraph 3.2, Steps 1 through 6.

3. While holding the wire in place, squeeze the tool
handles together until the ratchet releases. Holding
the tool in this position, maintain just enough
pressure to keep the jaws closed.

4. Check the clearance between the bottoming
surfaces of the jaws. If the clearance is .025 mm
[.001 in.] or less, the ratchet is satisfactory. If
clearance exceeds .025 mm [.001 in.], the ratchet
is out of adjustment and must be repaired. Refer to
Section 6, REPLACEMENT AND REPAIR. If the
tool conforms to this inspection procedure,
lubricate it with a THIN coat of any good SAE 20
motor oil, and return it to service.

6. REPLACEMENT AND REPAIR

Customer—replaceable parts are listed in Figure 10.

A complete inventory should be stocked and
controlled to prevent lost time when replacement of
parts is necessary. Parts other than those listed
should be replaced by Tyco Electronics to ensure
quality and reliability. Order replacement parts
through your representative, or call 1-800-526-5142,
or send a facsimile of your purchase order to
717-986-7605, or write to:

CUSTOMER SERVICE (038-035)
TYCO ELECTRONICS CORPORATION
PO BOX 3608

HARRISBURG PA 17105-3608

For customer repair service, call 1-800-526-5136.

7. REVISION SUMMARY

Revisions to this instruction sheet include:

® Updated document to corporate requirements
® Changed dimensions in table in Figure 8

Rev S

Tyco Electronics Corporation
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CERTI-CRIMP Hand Crimping Tools 408-1559
76.2 [3.00]
Approx
279.4 [11.0] Approx
TEM DESCRIPTION PART NUMBER FOR TOOL
46121 47304 47386 47386-5 47387
1 RING, Retaining 21045-3 21045-3 21045-3 21045-3 21045-3
2 PIN, Retaining 1-23619-6 1-23619-6 1-23619-6 1-23619-6 1-23619-6
3 PIN, Adjustment 39207 39207 39207 39207 39207
4 SPRING 39364 39364 39364 39364 39364
6 RING, Retaining 21045-6 21045-6 21045-6 21045-6 21045-6
7 PIN, Retaining 2-23620-9 2-23620-9 2-23620-9 2-23620-9 2-23620-9
8 SCREW 3-306105-9 3-21016-4 9-305927-1 9-305927-1 9-305927-1
9 SUPPORT — 39193 — — —
10 STOP — 302765 — — —
1 HOUSING LOCATOR 302994 — 302994 302994 302994
12 SPRING 301201 — 301201 301201 301201
13 LOCATOR 3-304052-6 — 302993 302993 45965-6
TEM DESCRIPTION PART NUMBER FOR TOOL
47907-1 169485 48518-2 69151-1 69454
1 RING, Retaining 21045-3 21045-3 21045-3 21045-3 21045-3
2 PIN, Retaining 1-23619-6 1-23619-6 1-23619-6 1-23619-6 1-23619-6
3 PIN, Adjustment 39207 39207 39207 39207 39207
4 SPRING 39364 39364 39364 39364 39364
6 RING, Retaining 21045-6 21045-6 21045-6 21045-6 21045-6
7 PIN, Retaining 2-23620-9 2-23620-9 2-23620-9 2-23620-9 2-23620-9
8 SCREW 9-305927-1 9-305927-1 3-306105-9 9-305927-1 9-305927-1
9 SUPPORT — — — — —
10 STOP — — — — —
il HOUSING LOCATOR 302994 302994 302994 302994 3029941
12 SPRING 301201 301201 301201 301201 2-304668-6
13 LOCATOR 303542 575960-4 125644-7 302993 4-304052-6
Figure 10
10 0f 10 Tyco Electronics Corporation Rev S
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[aHHbIn KOMMNOHEHT Ha TeppuTopun Poccuinickon depepauumn

Bbl MoxeTe npuobpectu B komnaHun MosChip.

[lnsa onepaTtuBHOro ocdopmnenus 3anpoca Bam HeobxoomMmo nepenT No faHHON CChISKe:

http://moschip.ru/get-element

Bbl MoxeTe pa3mecTuTb Y Hac 3aka3 and nboro Bawero npoekTa, 6yab To
cepuiiHoe Npomn3BOACTBO MM pa3paboTka eguHUYHOro npubopa.

B Hawem acCcCopTnMeHTe npencTasiieHbl Begywmne MmpoBblie NMPoOnN3BOANTENIN aKTUBHbIX U
NacCUBHbIX 3JTIEKTPOHHbIX KOMIMOHEHTOB.

Hawen cneumanusauuen sBnseTcs NOCTaBKa 3N1EKTPOHHOMW KOMMOHEHTHON 6a3bl
OBOWHOro Ha3HayeHus, npoaykummn Takmx npounssoantenen kak XILINX, Intel
(ex.ALTERA), Vicor, Microchip, Texas Instruments, Analog Devices, Mini-Circuits,
Amphenol, Glenair.

CoTpynHMyecTBO € rnobanbHbIMU OUCTPUOLIOTOPaMN 3NEKTPOHHBIX KOMIMOHEHTOB,
npegocTraBnseT BO3MOXHOCTb 3aKa3blBaTb 1 MOfly4aTb C MEXAYHAPOOHbIX CKNaaos
npakTuyecku nobon nepeyeHb KOMNOHEHTOB B ONTUMarbHble aAnsa Bac cpoku.

Ha Bcex aTanax pa3paboTKu 1 NPOM3BOACTBA HalLW NapTHEPbI MOTYT NOMy4YnTb
KBanumunpoBaHHy NOAAEPXKY OMNbITHbIX UHXEHEPOB.

Cuctema MeHeXMeHTa KayecTBa KOMNaHum oteevaeT TpeboBaHNAM B COOTBETCTBUM C
rOCT P MCO 9001, TOCT PB 0015-002 n 3C P, 009

Odomc no pabote c OPUANHECKUMU NTULLAMMU:

105318, r.Mockea, yn.lWepbakosckaa a.3, ocdomc 1107, 1118, AL, «LUepbakoBcKkuniny»
TenedoH: +7 495 668-12-70 (MHOrokaHanbHbIN)
dakc: +7 495 668-12-70 (006.304)

E-mail: info@moschip.ru

Skype otaena npogax:
moschip.ru moschip.ru_6
moschip.ru_4 moschip.ru_9
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