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1. The tool (see Fig.l) covered by this

Instruction Sheet, crimps the applicable
terminals listed in the table (Fig.2) below.
These terminals can accept the stranded
wires of the listed range.
Use these terminals only, purchased as
*Loose Piece Form” from Tyco Electronics
AMP KXK. Read this Instruction Sheet
carefully before you crimp terminais.

2, CRIMP SECTION:

This tool has two crimping sections.
To select proper crimping section:

(a).Check your wire size and terminal numbers
you are going to crimp, and see if they are
applicable each other.

(b).Match the crimp symbols in Fig.2 for the wire
size you have chosen. These symbols must
correspond with the markings stamped on
the tool head. Mismatched application will
result improper and unstable termination.

3. WIRE STRIPPING:
Strip the wire end in length shown in Fig. 2.

Do not cut, nick or damage the strands when
stripping,

ODO NOT USE STRIP TERMINAL

Crimp
Symbols

Lower
Crimping Jaw

Upper Crimping
Jaw

Rear Side of
the tool

CERTI-CRIMP*

Ratchet \

TERMINAL
STRIF NO.

PART
NUMBER

NEST
SYMBOL

TERMINAL
LP. NO. .

INSUL
RANGE (mm}

STRIP
LENGTH (mm)

WIRE RANGE
AWG [mm2]

42100

42238

170092

170108

18 [0.75-0.851

42100

42238

170092

170108

16 [1.25-1.421

170151

170153

14 [2.0-2. 271

T20725-1
42098

42241

42741

£2806

170151

170153

2.16-3.18 S.0-6.1

18-16 10,75-1.421

42100

42238

110092

170108

14 [2.0-2.271

Fig.2

This Tyco controlled document is subject to change. For latest revision call

local Tyco representative.
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4. CRIMPING PROCEDURE:
5. MAINTENANCE
{2).This tool having CERTI-CRTMP*

Ratchet can assure vou constant and Lubricate a1l pins, pivot points and bearing surfaces
reliable wire crimping, of the tool with motor oil of good quality.
To open handles, close them and squecze (SAE #20 or equivalent may be recommended.)
until the ratchet releases. Note that once Brush. or wipe dirt oft from the crimping surfaces
the ratchet is engaged, the handles can not and oil to prevent them from stains. Ask AWP
be opened until they are fully closed. field engineers to calibrate handle pressure and
. crimp heights of the jaws after long period of use in
Insulation order to maintain the tool in good condition for
Crimping correct crimping.
Wire Crimping Jaw
Jaw /
Iy
(@2

Crimping  Barrel
of Terminal

Ahlgn Terminal Barrel in the x

Correct Position in the Rear Side of
Crimping Area the Tool

Fig.3

(b).Insert the terminal into the crimping area as
shown in Fig3. Cautions must be taken
cared that the wire barrel and insulation barrel
of the temminal area placed on the right
position and direction in the area respectively.

(c).Squeese handles to close jaws to retain
terminals.

DO NOT DEFORM TERMINAL WIRE
BARREL AND INSULATION BARREL.

(d).Insert sm;pped wire end into the barrels just
erough to be located in the right position.

(e).Hold wire in place and finish crimping by
closing handles as far as they go, until
CERTI-CRIMP Ratchet releases.

(£.Open tool handles and remove the crimped
terminal from the tool.
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Measure at the
center of the

bottom of contact

Modified /

'.JA -
V'—"‘—'--/"-.-'J
Micrometer
Fig.4
PART NEST TERMINAL TERMINAL WIRE RANGE TERMINAL CRIMP
NUMBER |SYMBOL | STRIP NO. LP. NO. AWG [mm2] HEIGHT (mm})
42100 47238
18 [0.75-0.85) . 12-1.28
170092 170108
42100 42238
6 [1.25-1.42] I 12-1.4D

170092 170108

170151 170153 14 [2.0-2.27] |.45-1 84

7207251
42098 4224
. 42741 42806 18-16 [0.75-1.42]
170151 170153 bo45-1.T
42100 42238
14 12.0-2.271
170042 170108
Fig.5
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