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Pneumatic TETRA–CRIMP Adapter 679305–1,
shown in Figure 1, is designed to crimp the terminals
and splices listed in Figure 2. The adapter is used
with 626 Pneumatic Tooling Assemblies 189721–1
and 189722–1 when fitted with Tool Holder Assembly
189767–1.

This instruction sheet provides recommended
procedures for insulation crimp adjustments, wire
preparation, crimp head installation, crimping, and
maintenance and inspection. For questions
concerning the setup and operation of the pneumatic
tools, see Customer Manual 409–5862.

Read these instructions thoroughly before
proceeding.
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Reasons for reissue are in Section 7, REVISION
SUMMARY. Figure 2
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The adapter is designed with two crimping jaws and a
spring–loaded stop. When closed, the jaws form three
crimping chambers, each labeled by color on the jaw
of the adapter. The color indicates the wire size and
must match the insulation color of the terminal or
splice: yellow (12–10), blue (16–14), red (22–16),
black (16–14 heavy duty), and green (20–18 heavy
duty).

The stop aids in positioning the terminal or splice
between the jaws. After the operator locates the
terminal or splice and inserts the stripped wire, the
tool is activated to complete the crimp. The crimped
terminal or splice will display a crimp dot code which
indicates that the correct crimping chamber was used.
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1. Remove quick pins from the tool holder.

2. Insert adapter into the tool holder as shown in
Figure 1.

3. After adapter is properly aligned, insert and
tighten the quick pins.
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4. Connect tool to an adequate air supply. For
specific information on air line requirements and air
hose installation, refer to the instructions packaged
with the pneumatic tooling assembly.

For removal, remove quick pins from tool holder
assembly; then remove adapter from tool holder
assembly.
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Strip the wire to the appropriate length according to
the dimensions shown in Figure 2. Then proceed as
follows:
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1. Open the crimping jaws by squeezing the rollers
together.

2. Center the wire barrel of terminal or splice in the
appropriate crimping chamber on the jaw with the
stop.

a. If crimping a terminal, make sure the flat side
of the terminal faces away from the stop. See
Figure 3, Detail A.

b. If crimping a splice, seat the splice window
indent on the stop. See Figure 3, Detail B.

Figure 3
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Figure 4
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3. After the wire barrel is properly positioned,
release the rollers to allow the jaws to spring shut,
holding the terminal or splice in place.

4. Insert the stripped wire into the wire barrel until
the wire bottoms.

5. Activate tool to complete the crimp. Open the
crimping jaws by squeezing the adapter rollers
together; then remove the crimped terminal or
splice.

6. If crimping a splice, position the uncrimped end
in the crimping chamber and repeat the crimping
procedure.

7. Inspect terminal or splice to ensure a proper
crimp. Refer to Figure 4.
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Tyco Electronics recommends that a maintenance
and inspection program be performed periodically to
ensure dependable and uniform terminations. The
adapter should be inspected once a month.
Frequency of inspection should be adjusted to suit
your requirements through experience, and depends
on:

1. The care, amount of use, and handling of the
adapter.

2. The type and size of the products crimped.

3. The degree of operator skill.

4. The presence of abnormal amounts of dust and
dirt.

5. Your own established standards.

Each adapter is thoroughly inspected before
packaging. Since there is the possibility of damage
during shipment, the adapter should be inspected
immediately upon arrival at your facility in accordance
with Figure 5 and Paragraph 5.2,B, Gaging the
Crimping Chamber.
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Remove dust, moisture, and other contaminants with
a clean, soft brush, or a soft, lint–free cloth. Do 
NOT use objects that could damage the adapter.
Relubricate adapter, as instructed in Paragraph 5.1,B,
Lubrication, before placing it back into service.
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Lubricate all pins, pivot points, and bearing surfaces
with a high quality grease. Tyco Electronics
recommends the use of Molykote� grease, which is a
commercially available lubricant. Lubricate according
to the following schedule:

Adapter used in daily production – lubricate daily
Adapter used daily (occasional) – lubricate weekly
Adapter used weekly – lubricate monthly

Wipe excess grease from adapter, particularly from
jaw closure areas. Grease transferred from the jaw
closure area onto certain terminations may affect the
electrical characteristics of an application.
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1. Inspect the adapter for missing pins and
retaining rings. If parts are missing or defective,
replace them by referring to Figure 5.

2. Check all bearing surfaces for wear. Make sure
the rollers turn freely with minimal resistance.
Replace any worn parts.
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Figure 5

����
������ �
���

���� �
�� ��� �����������
��� ���

�
����

� 	������� ��%� �::.5+4@� �7;;75 �

���� �
�� ��� �����������
��� ���

�
����


�	

	��
  ��� ";9*201; �977=.-

	 	������� ��%� �::.5+4@� #78 �


 
��	
��� ���� 	

� 
��
���� ��% !�$�# �""����' �

�	 
�	

	���  ��� ";9*201; �977=.- 	

� 
��
���� ��&�� ��% �""����' �

�
 ��	������ !���� !.;*26260 �


 �		

���  ��� #7004. �263 �

�� 	��	���  ��� "47;;.- "89260 �

� �		����� " !��� �

�� 
��
���� " !���� �?;.6:276 �

� 
������� "#� � #.9526*4 *6- %29. �

�
 
������	  �� �

� 	

�� ��	����� ������ $26@4 �

�� 
�	������ "�!�%� "7,3.; �.*- �*8 �

�� 	�����
 !���� !.;*26260 �

�� 
������	 !����! �

�� 
������
 "���� ��	� (����)� �!

	� 
������� "���� ��	� (����)� �!

	� 
������� "���� ��
� (���	)� �!

		 
������� "���� ��
� (����)� �!

��-- :125 ;7 9.-<,. 0*8 ���� (����) �5*?� +.;>..6 �263 ��;.5 
� *6- ";9*201; �977=.-  26 ��;.5 ���

	 �
 �� �� ��

�

�

��

��	�
			�	���

�

��

���




�




3. Inspect the crimping area for flattened, chipped,
or broken areas. Although the crimping chambers
may gage within permissible limits, worn or
damaged jaw closure surfaces are objectionable
and will affect the quality of the crimp.
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An inspection should be performed periodically to
check the jaw closure for excessive wear. The jaw
closure inspection is accomplished using plug gages.
Tyco Electronics neither manufacturers nor sells plug

gages. A suggested plug gage design and
dimensions of the plug gage GO and NO–GO
elements are listed in Figure 6. The following
procedure is recommended for inspecting the
crimping chambers.

1. DISCONNECT AIR SUPPLY and remove
adapter from tool holder. Refer to Section 3,
ADAPTER INSTALLATION AND REMOVAL.

2. Remove oil and dirt from the jaw surfaces, jaw
closure surfaces, and plug gage element surfaces.
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Figure 6
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3. Remove the two retaining rings from the link on
the wire stop side. Remove the link. Take the wire
stop spring off of the wire stop. Remove the wire
stop. Replace the link. Squeeze the front half of
both crimping jaws together until the jaws are
bottomed. Measure the jaw closure area using the
proper plug gage element as follows:

a. Align the GO element with the crimping
chamber. Push the GO element straight into the
crimping chamber from the wire stop side of the
crimping assembly without using force. The GO
element must pass completely through the
crimping chamber as shown in Figure 6, 
Detail A.

b. Align the NO–GO element with the crimping
chamber; then try to insert it straight into the
crimping chamber. The NO–GO element may
start entry but must not pass completely
through, as shown in Figure 6, Detail B.

4. If the jaw closure meets the plug gage
conditions, the crimping chambers may be
considered dimensionally correct and should be
reassembled and lubricated with a THIN coat of
any high quality SAE 20 motor oil. If the crimping
chambers do not conform to the plug gage
conditions provided in Figure 6, contact your local
Tyco Electronics Representative, or refer to
Section 6, REPLACEMENT AND REPAIR.

For additional information about the use of a plug
gage, see Instruction Sheet 408–7424.
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Replaceable parts are listed in Figure 5. Parts other
than those listed in Figure 5 should be replaced by
Tyco Electronics to ensure quality and reliability of the
tool. 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 (38–35)
TYCO ELECTRONICS CORPORATION
P.O. BOX 3608
HARRISBURG, PA 17105–3608

For tool repair service, please contact a Tyco
Electronics Representative at 1–800–526–5136.
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Since the previous release of this sheet, the following
changes were made:

� Updated document to corporate requirements
� New format


