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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.
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1. INTRODUCTION

Hydraulic Hand Crimping Tool 1490748-1 (Figure 1) is
designed for crimping the terminals and splices in
Figure 2. Read these instructions thoroughly before
using the hand tool.

WIRE SIZE INSTRUCTION
TERMINALS (AWG) SHEET
AMPOWER*
Terminals and Splice 6 Through 3/0 408-8703
SOLISTRAND*
Terminals And Splices 8 Through 4/0 408-8691
TERMINYL™ 8 Through 4 408-8704
Terminals and splices
Figure 2

Dimensions in this instruction sheet are in metric
units [with U.S. customary units in brackets].

1 Figures and illustrations are for identification only
and are not drawn to scale.

2. DESCRIPTION
See Figure 1.

The hand tool has a stationary lever and a movable
lever. These levers are compressed to pump hydraulic
fluid behind the ram, moving it forward and thereby
closing the dies. After the crimping is complete, the
movable lever is turned to depress the plunger. The
moving die retracts to its original position, completing
the crimping cycle.

3. DIE INSERTION AND REMOVAL
[0kl 1 o avoid damage to the tooling, never operate the
tool with the dies removed. Failure to insert the dies
before operation can result in damage to the "C"-
head or the tool ram.

1. Advance ram slightly to gain access to moving
die release button.

2. Before inserting dies, refer to instruction sheet
packaged with dies for detailed instructions:
insert or remove dies, as necessary, by following
procedures given in the instruction sheet for the
dies.

4. CRIMPING PROCEDURE

1. Strip wires to dimensions specified on the
instructions packaged with dies (see Figure 2).
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2. Insert the terminal or splice in stationary die
according to instruction sheet packaged with
dies.

bY\\e3: /0 avoid personal injury, be sure to exercise
caution while holding terminals, splices, or wire in
the crimping area.

3. Pump movable lever until moving die grips
terminal or splice.

[kl Do not deform wire barrel of terminal or splice.

4. Insert stripped wire into wire barrel of terminal
or splice.

5. Continue pumping movable lever. A slight click
may be heard, indicating the pump has shifted
into the high-pressure stage. Continue pumping
movable lever and completely crimp the
connector. This tool has a built-in by-pass
cartridge that will automatically activate when full
pressure is reached. There will be a noticeable
decrease in handle pressure when the by-pass is
reached.

A high pitched squeaking sound is normal when the
tool is operating in the high pressure stage,

6. Turn movable lever (to actuate striker), and
compress levers to depress plunger. Movable die
will now retract. See Figure 1.

7. Remove the crimped terminal or splice.

If terminal or splice sticks in die after crimping,
apply a rocking action to remove it from die.

8. Inspect the crimped terminal or splice
according to inspection procedure on instruction
sheet packaged with the dies.

5. MAINTENANCE AND INSPECTION

It is recommended that a maintenance and inspection
program be performed periodically to ensure
dependable and uniform terminations.

The hand tool is inspected before being shipped;
however, It is recommended that the tool be inspected
immediately upon arrival at your facility to ensure that
the tool has not been damaged during shipment.

5.1. Daily Maintenance

1. Immerse the hand tool (levers partially closed)
in a reliable commercial degreasing compound to
remove accumulated dirt, grease, and foreign
matter. When degreasing compound is not
available, wipe the tool clean with a soft, lint-free
cloth. Do NOT use hard or abrasive objects that
could damage the tool.

2. Protect all pins, pivot points, and bearing
surfaces with a THIN coat of any good grade
SAEZ 20 motor oil. Do NOT oil excessively.

3. When the tool is not in use, keep the levers
closed to prevent objects from becoming lodged
in the dies. Store the tool in a clean dry area.

5.2. Periodic Inspection

Though recommendations call for at least one
inspection a month, actual frequency depends on:

® The care, amount of use, and handling of the hand
tool.

® The presence of abnormal amounts of dust and
dirt.
® The degree of operator skill, and
® Your own established standards.
A. Lubrication

Keep all pins, pivot points, and bearing surfaces
lubricated with SAE 20 motor oil as follows:

- Tool used in daily production-lubricate daily
- Tool used daily (occasionally)-lubricate weekly
- Tool used weekly-lubricate monthly

Wipe excess oil from tool, particularly from crimping
area. Oil transferred from the crimping area onto
certain terminations may affect the electrical
characteristics of an application.

A slight weeping of oil from the ram and pump
NOTE : : .
seals is normal and required to keep the moving
- parts lubricated. Excessive leakage indicates a
need for seal replacement. Refer to Section 6,

RETURN/REPLACEMENT.
B. Visual Inspection

1. Make certain all retaining pins are in place and
secured with retaining rings. If replacements are
necessary, return the tool for repair. See Section
6, RETURN/REPLACEMENT.

2. Inspect for worn, cracked, or broken areas. If
damage is evident, return the tool for evaluation
and repair as described in Section 6, RETURN/
REPLACEMENT.

1 SAE is a trademark of SAE International Corporation. Society of Automotive Engineering.
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C. Crimping Pressure Inspection

Check the crimping pressure to ensure that dies are
fully bottomed before pressure is reduced by the
internal bypass valve. The inspection should be
performed using each set of dies that will be used in
the tool.

1. Install dies according to Section 3, DIE
INSERTION AND REMOVAL, and the instruction
sheet packaged with the dies.

2. Select wire and terminal or splice for dies
being used.

3. Place terminal or splice in dies according to
instruction sheet packaged with dies.

4. Perform crimping procedure as described in

Section 4, CRIMPING PROCEDURE, Steps 3

through 5. Do not release hydraulic pressure at
this time.

5. Check the clearance between bottoming
surfaces of crimping dies. If clearance is 0.025
mm [.001 in.] or less, the crimp pressure is
satisfactory. If clearance exceeds 0.025 mm [.001
in.], the crimp pressure is not considered
satisfactory. See Section 6, RETURN/
REPLACEMENT.

If the tool conforms to these inspection procedures,
lubricate it with a THIN coat of any good grade SAE
20 motor oil and return it to service.

6. RETURN/REPLACEMENT

Order replacement 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 (038-035)
TYCO ELECTRONICS CORPORATION
PO BOX 3608

HARRISBURG PA 17105-3608

Crimping heads may also be returned for evaluation
and repair. For tool repair service, contact a Tyco
Electronics representative at 1-800-526-5136.

7. REVISION SUMMARY

Since the previous release of these instructions, the
TE logo was applied.

[591n]
(Closed)

Weight: 6.2 kg [13.7 Ib]

585 mm
[231n} >

Figure 3
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KomnaHus ((3J'IeKTpO|_|J'|aCT» npeanaraeT 3akKn4vyeHmne onrocpoYHbIX OTHOLLIEHUN npu
NOoCTaBKaxX MMMNOPTHbIX 3NTEKTPOHHbIX KOMMOHEHTOB Ha B3aMMOBbLIFO4HbIX yCJ'IOBI/lFlX!

Hawwn npeumyuiectsa:

e OnepaTuBHbIE NOCTABKM LUMPOKOrO CMeKTpa 3NeKTPOHHbIX KOMMNOHEHTOB OTEYECTBEHHOIO U
MMMOPTHOrO NPON3BOACTBA HANPAMYO OT MPOM3BOAMTENEN U C KPYNMHENLLNX MUPOBbLIX
CKNaaos.;

MocTaBka 6onee 17-TM MUNIIMOHOB HAMMEHOBAHWUIN 3NEKTPOHHbLIX KOMMNOHEHTOB;

MocTaBka CNoXHbIX, AeULNTHBIX, MMOO CHATLIX C MPOM3BOACTBA NO3ULIUIA;

OnepaTtunBHbIE CPOKM NOCTABKM Nof 3aka3 (0T 5 pabounx gHewn);

OKcnpecc goctaska B Nnobyto Touky Poccuu;

TexHnyeckas nogaepkka npoekTa, NomMoLLlb B nogdope aHanoros, NocTaBka NPOTOTUMOB;

Cuctema MeHeXMeHTa KavyecTBa cepTuduumnposaHa no MexayHapogHomy ctaHgapTty 1ISO

9001;

o JlnueHausa ®CH Ha ocyulecTBneHne paboT ¢ NCNONb30BaHWEM CBEOEHUIN, COCTABAOLLINX
rocygapCTBEHHYIO TalHy;

o [locTaBka cneumnanmampoBaHHbIX KOMNoHeHToB (Xilinx, Altera, Analog Devices, Intersil,
Interpoint, Microsemi, Aeroflex, Peregrine, Syfer, Eurofarad, Texas Instrument, Miteq,
Cobham, E2V, MA-COM, Hittite, Mini-Circuits,General Dynamics v gp.);

MoMMMO 3TOro, O4HMM M3 HanpaBnNeHU koMnaHum «AnekTpollnacT» ABNseTca HanpaBneHne

«UcTouHmkn nutaHua». Mel npeanaraem Bam nomoub KoHCTpyKTOpCKOro otaena:

e [logGop onTuManeHOro peleHus, TexHn4eckoe 060CHOBaHME Npu BbIOOpPE KOMMOHEHTA;
Monbop aHanoros.;
KoHcynbTaumm no NpUMEHEHMIO KOMMOHEHTA;
MocTaBka 06pa3yoB M NPOTOTUMNOB;
TexHn4veckasn noaaepka npoekTa;
3awmTa OT CHATMSA KOMMOHEHTA C NPON3BOACTBA.

Kak c Hamu cBfizaTbCcA

TenedoH: 8 (812) 309 58 32 (MHOrokaHanbHbIN)
Pakc: 8 (812) 320-02-42

OnekTpoHHas nouTta: org@eplastl.ru

Aapec: 198099, r. Cankt-INeTepbypr, yn. KannHuHa,
Oom 2, kopnyc 4, nutepa A.
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