
Chipsmall Limited consists of a professional team with an average of over 10 year of expertise in the distribution

of electronic components. Based in Hongkong, we have already established firm and mutual-benefit business

relationships with customers from,Europe,America and south Asia,supplying obsolete and hard-to-find components

to meet their specific needs.

With the principle of “Quality Parts,Customers Priority,Honest Operation,and Considerate Service”,our business

mainly focus on the distribution of electronic components. Line cards we deal with include

Microchip,ALPS,ROHM,Xilinx,Pulse,ON,Everlight and Freescale. Main products comprise

IC,Modules,Potentiometer,IC Socket,Relay,Connector.Our parts cover such applications as commercial,industrial,

and automotives areas.

We are looking forward to setting up business relationship with you and hope to provide you with the best service

and solution. Let us make a better world for our industry!

Contact us
Tel: +86-755-8981 8866 Fax: +86-755-8427 6832

Email & Skype: info@chipsmall.com Web: www.chipsmall.com

Address: A1208, Overseas Decoration Building, #122 Zhenhua RD., Futian, Shenzhen, China

    



�7<=;>,=287 $1..=������������ ��� �%/(
�2,.1,/*  00- �33).&-6 ��
���� ������

�!� �

� 8/ ���

� %B,8 �5.,=;872,< �8;98;*=287� �*;;2<+>;0� "�
�55 �7=.;7*=287*5 #201=< #.<.;?.-
%� 5808 *7- %B,8 �5.,=;872,< *;. =;*-.6*;4<	
�%;*-.6*;4	 !=1.; 9;8->,=<� 5808<� *7- ,869*7B 7*6.< ><.- *;. =1. 9;89.;=B 8/ =1.2; ;.<9.,=2?. 8@7.;<	

%!!�� � �$$�$%� �� �� %�# ���

���������
"#!�&�% � �!#��%�! ���

���������

%12< ,87=;855.- -8,>6.7= 2< <>+3.,= =8 ,1*70.	
�8; 5*=.<= ;.?2<287 *7- #.0287*5 �><=86.; $.;?2,.�
?2<2= 8>; @.+<2=. *= 555�46'0)-)'420/,'3�'0.

�� �"# 
� #.? �5,4+ �,) �33).&-6 ��
���	

������ !�� �!��������

�>6>5*=2?. %;*>6*�2<8;-.;< ,*7 ;.<>5= /;86 =1. 9;85870.- ><. 8/6*7>*55B 98@.;.- 1*7- =885<	 �*7- =885< *;. 27=.7-.- /8; 8,,*<287*5 ><. *7- 58@ ?85>6.
*9952,*=287<	 � @2-. <.5.,=287 8/ 98@.;.- *9952,*=287 .:>296.7= /8; .A=.7-.-�><.� 9;8->,=287 89.;*=287< 2< *?*25*+5.	

%1. "#!��#��"�# ��� �*7- �;269270 %885 2< * C�866.;,2*5� 0;*-. =885 *7-
2< -.<207.- 9;26*;25B /8; /2.5- 27<=*55*=287� ;.9*2;� 6*27=.7*7,. @8;4� 8;
9;8=8=B9270 27 27-><=;2*5� ,866.;,2*5� 8; 27<=2=>=287*5 *9952,*=287<	 ";8->,=
,;269.- @2=1 =12< =885 @255 6..= =1. ,;269 1.201= ;.:>2;.6.7= /8; 1*7- =885< 27
=1. *99;89;2*=. ��� *9952,*=287 <9.,2/2,*=287� +>= 6*B 78= ,8695B @2=1 8=1.;
/.*=>;. 9*;*6.=.;< 8/ =1. <9.,2/2,*=287	 %B,8 �5.,=;872,< 8//.;< * ?*;2.=B 8/
=885< =8 <*=2</B B8>; 9.;/8;6*7,. ;.:>2;.6.7=<	 �8; *--2=287*5 27/8;6*=287�
,87=*,= =1. %885270 �<<2<=*7,. �.7=.; *= ���

���������	

�8,*=8; �<<.6+5B
�$>9952.- @2=1
�2. �<<.6+5B�

�;87= 8/ %885
��8,*=8; $2-.�

�2. �<<.6+5B

�8?270 �*@

#*=,1.= �-3><=6.7= '1..5

�8?270 �*7-5.

$=*=287*;B �*7-5.

"#!��#��"�# ��� �*7-
�;269270 %885 �;*6.
����
�� �$.. �7<=;>,=287
$1..= �
����
�

"2?8= "27

�*,4 8/ %885
�'2;. $2-.�

$=*=287*;B �*@

��� �������# ���� �� ���# ��� �� "���

��� �!���� ��� �!����� �����#� ��$� ��"�� ���!� ��� � ��� ���� �

������ �������
$���� �����
$.;2.<

�877.,=8;<
��

�	����	��
(	��
�	���)

	�� �
	�
(	��� �	
��)

� $>9952.- @2=1 -2. *<<.6+5B	 �5<8 *?*25*+5. <.9*;*=.5B	      � �87=*,= =1. %885270 �<<2<=*7,. �.7=.; �<.. +.58@� /8;
<9.,2/2, ,87=*,= 9*;= 7>6+.;<	

Figure 1
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PRO–CRIMPER III Hand Crimping Tool
Assembly 91369–1 consists of Die Assembly
91369–2 and PRO–CRIMPER III Hand Tool Frame
354940–1. The die assembly consists of crimping
dies and a locator assembly.

Read these instructions thoroughly before crimping
any contacts.
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Figure 2
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The tool features a tool frame with a stationary jaw
and handle, a moving jaw, a moving handle, and an
adjustable ratchet that ensures full contact crimping.
The tool frame holds a die assembly with two
crimping sections.

The die assembly features a wire anvil, an insulation
anvil, a wire crimper, and an insulation crimper.

Attached to the outside of the frame is a locator
assembly, which contains a locator, a spring retainer,
and a contact support.

Die retaining pins and die retaining screws are used
to position and secure the dies in the tool frame. A
nut is used on the upper die retaining screw to hold
the locator assembly in place.
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1. Open the tool handles and remove the two die
retaining screws from the tool jaws.

2. Place the wire anvil and insulation anvil so that
their chamfered sides and their marked surfaces
face outward, when mounted in the moving jaw of
the tool frame.

3. Insert the two die retaining pins.

4. Insert the short die retaining screw through the
jaw and through both anvil dies, and tighten the

screw just enough to hold the dies in place. Do not
tighten the screw completely at this time.

5. Place the wire crimper and insulation crimper so
that their chamfered sides and their marked
surfaces face outward, when mounted in the
stationary jaw of the tool frame.

6. Insert the two die retaining pins.

7. Insert the long die retaining screw through the
jaw and through both crimper dies, and tighten the
screw just enough to hold the dies in place. Do not
tighten the screw completely at this time.

8. Carefully close the tool handles, making sure
that the anvils and crimpers align properly.
Continue closing the tool handles until the ratchet
in the tool frame has engaged sufficiently to hold
the anvils and crimpers in place, then tighten both
die retaining screws.

9. Place the locator assembly over the end of the
long screw, and position the locator assembly
against the side of the tool jaw.

10. Place the nut onto the end of the long screw
and tighten the nut enough to hold the locator
assembly in place, while still allowing the locator to
slide up and down.

11. To disassemble, close the tool handles until the
ratchet releases, remove the nut, the locator
assembly, the two die retaining screws, and the
four die retaining pins, and slide the anvils and
crimpers out of the tool jaws.
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1. Make a sample crimp and determine if the
contact is straight, bending upward, or bending
downward.

2. If adjustment is required, loosen the screw that
holds the contact support onto the locator
assembly.
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3. Place a contact with wire into the proper nest
and close the tool handles until the ratchet reaches
the sixth click, or until the contact support touches
the contact.

4. Slightly loosen the nut that holds the locator
assembly onto the tool frame.

5. Move the contact support as required to
eliminate the bending of the contact.

6. Tighten the nut and close the handles until the
ratchet releases.

7. Remove and inspect the contact.

8. Make another sample crimp. If the contact is
straight, tighten the contact support screw. If the

contact is still being bent during crimping, repeat
the adjustment procedure.
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Refer to the table in Figure 1 and select wire of the
specified size and insulation diameter. Strip the wire
to the length indicated in Figure 1, taking care not to
nick or cut wire strands. Select an applicable contact
and identify the appropriate crimp section according
to the wire size markings on the tool. Refer to
Figure 3 and proceed as follows:

1. Hold the tool so that the back (wire side) is
facing you. Squeeze tool handles together and
allow them to open fully.

2. Holding the contact by the mating end, insert the
contact — insulation barrel first — through the front
of the tool and into the appropriate crimp section.

3. Position the contact so that the mating end of
the contact is on the locator side of the tool, and so
that the open “U” of the wire and insulation barrels
face the top of the tool. Place the contact up into
the nest so that the movable locator drops into the
slot in the contact. Refer to Figure 3. Butt the front
end of the wire barrel against the movable locator.

Figure 3
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4. Hold the contact in position and squeeze the
tool handles together until ratchet engages
sufficiently to hold the contact in position. Do NOT
deform insulation barrel or wire barrel.

5. Insert stripped wire into contact insulation and
wire barrels until it is butted against the wire stop,
as shown in Figure 3.

6. Holding the wire in place, squeeze tool handles
together until ratchet releases. Allow tool handles
to open and remove crimped contact.
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7. Check the contact’s crimp height as described in
Section 6, CRIMP HEIGHT INSPECTION. If
necessary, adjust the crimp height as described in
Section 7, CRIMP HEIGHT ADJUSTMENT.
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This inspection requires the use of a micrometer with
a modified anvil. Tyco Electronics does not
manuafacture or market these gages, however TE
recommends a modified micrometer (Crimp Height
Comparator RS–1019–5LP).

Proceed as follows:

1. Refer to Figure 4 and select a wire (maximum
size) for each crimp section listed.

2. Refer to Section 5, CRIMPING PROCEDURE,
and crimp the contact(s) accordingly.

3. Using a crimp height comparator, measure the
wire barrel crimp height as shown in Figure 4. If the
crimp height conforms to that shown in the table,
the tool is considered dimensionally correct. If not,
the tool must be adjusted. Refer to Section 7,
CRIMP HEIGHT ADJUSTMENT.
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1. Remove the lockscrew from the ratchet
adjustment wheel.

2. With a screwdriver, adjust the ratchet wheel
from the locator side of the tool.
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Figure 4

3. Observe the ratchet adjustment wheel. If a
tighter crimp is required, rotate the adjustment
wheel COUNTERCLOCKWISE to a
higher–numbered setting. If a looser crimp is
required, rotate the adjustment wheel
CLOCKWISE to a lower–numbered setting.

4. Replace the lockscrew.

5. Make a sample crimp and measure the crimp
height. If the dimension is acceptable, replace and
secure the lockscrew. If the dimension is
unacceptable, continue to adjust the ratchet, and
again measure a sample crimp.

Figure 5
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Ensure that the tool and dies are clean by wiping
them with a clean, soft cloth. Remove any debris with
a clean, soft brush. Do not use objects that could
damage the tool. When not in use, keep handles
closed to prevent objects from becoming lodged in
the crimping dies, and store in a clean, dry area.
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The crimping dies should be inspected on a regular
basis to ensure that they have not become worn or
damaged. Inspect the crimp sections for flattened,
chipped, worn, or broken areas. If damage or
abnormal wear is evident, the tool must be replaced.
See Section 10, REPLACEMENT.
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Customer–replaceable parts are shown in Figure 1.
Available separately, PRO–CRIMPER III Hand Tool
Repair Kit 679221–1 includes a replacement nut and
a variety of pins, rings, screws, and springs. If the
dies are damaged or worn excessively, they must be
replaced. Order the repair kit and replaceable parts

through your Tyco Electronics Representative, or call
1–800–526–5142, or send a facsimile of your
purchase order to 1–717–986–7605, or write to:

CUSTOMER SERVICE (38–35)
TYCO ELECTRONICS CORPORATION
PO BOX 3608
HARRISBURG PA  17105–3608

Tools may also be returned to for evaluation and
repair. For tool repair service, contact a Tyco
Electronics Representative at 1–800–526–5136.
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Since the previous release of this instruction sheet,
the TE logo was applied.
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