
�15647&6,21  +((6�%-)'*"/'*& �%"$ �
�
���
�+- ������� �%#%,/"#(% �+**%#/+-. 
�
�����

��� �

� 2) ��
��� !:&2 �/(&6421,&5 �24324$6,21� �$44,5%74*� ��
�// �16(41$6,21$/ �,*+65 �(5(48('
!� /2*2 $1' !:&2 �/(&6421,&5 $4( 64$'(0$4.5�
�!4$'(0$4.� �6+(4 342'7&65� /2*25� $1' &203$1: 1$0(5 75(' $4( 6+( 3423(46: 2) 6+(,4 4(53(&6,8( 291(45�

!������ �  � !���� ���!�� 	������

�				
����"�! �������!��� 	������

�
��


!+,5 &21642//(' '2&70(16 ,5 57%-(&6 62 &+$1*(�
�24 /$6(56 4(8,5,21 $1' �(*,21$/ �75620(4  (48,&(�
8,5,6 274 9(%5,6( $6 111�/2#+%(%#/-+*'#.�#+)

	� ��� �� �(8 ��.'*& �'.#-%/%  '-%

Figure 1
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Terminating Head 58246–1 (shown in Figure 1) is
designed to terminate discrete wire in MTA–100 IDC
closed–end receptacle connectors with lock (ramp)
and with lock and polarizing tabs. Slotted contacts for
insulation displacement termination are pre–
assembled on 2.54–mm [.100–in.] centerlines in each
color–coded housing for a specific wire size.

The head must be installed in Pistol Grip Manual
Handle Assembly 58074–1 or Pistol Grip Pneumatic
Handle Assembly 58075–1. For head installation and
removal, refer to Instruction Sheet 408–6790 for the
manual handle assembly and 408–6789 for the
pneumatic handle assembly.

For detailed connector description and application
requirements, refer to Application Specification
114–1019.

Read these and all referenced instructions thoroughly
before using the head.
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Reasons for reissue of this instruction sheet are
provided in Section 8, REVISION SUMMARY.
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The head serves as a guide and support for the
connector during termination. Features of the head
(shown in Figure 1) and their function are as follows.

Wire Inserter — forces the wire into the two slotted
beams of the contact. Note that it provides support for
the contact beams when applying insertion force on
the wire.

Adjuster (Insertion Rod) — is a piston for the wire
inserter and regulates wire inserter travel.

Feed Slide — automatically positions the connector
after each termination.

Locating Pawl (or Anti–Backup Pawl) — aligns the
connector for insertion, and retains it during
termination.

	� ����� ��� ���� ����������

The adjuster (insertion rod) is preset for wire sizes 28
through 22 AWG. If the wire is being inserted too
deeply or not deeply enough inside the contact, it may
be necessary to adjust the depth of the wire inserter
or, in addition, if the pneumatic handle assembly is
being used, it may be necessary to adjust the air
pressure. Proceed as follows:
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1. Determine the wire size, and select the
appropriate color–coded connector from Figure 2.
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Figure 2

����

�



����
�����!����#��� ���� 	���
��

�%4 �� .& � �6#. �+%#20.-)#1 �.0/.0"2).-

2. Using a small knife, cut off the wire retainers
(strain relief) of the connector. This will provide a
clear view for inspecting the connector for a
properly terminated wire in the contact. See 
Figure 3.
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3. Make a test termination according to Steps 1
through 5 of Section 5, TERMINATING
PROCEDURE.

4. Push the connector out of the right side of the
head.

5. Check that the wire insertion depth is within the
dimension given in Figure 3.

�! !�&�� &�� )�$� � %�$&�! ��"&�� ���%'$� �$!�
&�� �$! & !� &�� �! &��& ���� &! &�� �� &�$ !� &��
)�$� �% %�!) � 
��'$� � � !$ � ���%'$� �$!�
&�� �$! & !� &�� �! &��& ���� &! &�� ���� !� &��
)�$� � � %'�&$��& &�� )�$� �����&�$ ��(���� �+ ��

If it is not, proceed as follows:

For the manual handle assembly, refer to 
Section 4, WIRE INSERTION DEPTH
ADJUSTMENT.

For the pneumatic handle assembly, if the wire is
inserted too deeply (more than the required wire
insertion depth), refer to Section 4, WIRE
INSERTION DEPTH ADJUSTMENT. If the wire is
not inserted deeply enough (less than the required
wire insertion depth), increase the air pressure by 
69 kPa [10 psi]. Repeat the termination procedure
and check the insertion depth. Continue in this
manner until either the proper insertion depth is
obtained or the air pressure is set to 483 kPa 
[70 psi]. If the proper insertion depth is NOT
reached at 483 kPa [70 psi], return the air pressure
to 276 kPa [40 psi], and refer to Section 4.

6. Inspect the termination according to 
Paragraph 3.2.
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1 — The required wire insertion depth is within the
dimension given in Figure 3 (refer to Step 5 of
Paragraph 3.1 for measurement).

2 — The end of the wire extends past the contact
beam by at least 1.52 mm [.060 in.].

Figure 3
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3 — The contact beams are NOT deformed. If
damage is apparent, replace the contacts in
accordance with the instructions packaged with the
connector.

4 — The wire insulation is NOT nicked or cut in
any area other than the two contact slots.

5 — The wire extends past the wire retainer (strain
relief) of the connector.
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1. Remove the head from the handle assembly.

2. If the wire is inserted too deeply (more than the
required wire insertion depth), reduce the wire
insertion depth by turning the adjuster 1/6 of a
revolution clockwise. The wire insertion depth will
be reduced by approximately 0.20 mm [.008 in.].
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If the wire is not inserted deeply enough (less than
the required wire insertion depth), increase the wire
insertion depth by turning the adjuster 1/6 of a
revolution counterclockwise. The wire insertion
depth will be increased by approximately 0.20 mm
[.008 in.].
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Figure 4
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1. Insert the connector into the left side of the
head.

2. Align the contact to be terminated with the wire
inserter of the head (shown in Figure 1). Make sure
that the locating pawl rests between the connector
index ribs.

3. Insert an unstripped wire into the funnel area
between the contact and the wire inserter until it
bottoms on the tool base.

4. Squeeze the cam handle (manual) or depress
the trigger (pneumatic) of the handle assembly,
and hold it until the ratchet releases (manual) or
the wire inserter bottoms (pneumatic).

5. Release the cam handle or trigger. The wire
inserter will retract and the feed slide will
automatically advance the connector to the next
contact position.

��� #&��+ %� '�.# . ## $&-� ,' �%� �&.% �* +��
�&%%��+&)  * �,+&$�+ ��##0 ��-�%��� +�)&,�� +��
����� 
&.�-�)�  � $&-�$�%+  * &�*+),�+��� &)  �
��* )��� +�� #&��+ %� '�.# ��% �� ��')�**�� �%�
+�� �&%%��+&) $&-�� $�%,�##0 &,+ &� +�� ���
�
* �� &� +�� �����

6. Repeat Steps 2 through 5 until all contacts have
been terminated.

7. Inspect each termination according to
Paragraph 3.2.
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1. Remove dust, moisture, and other contaminants
with a clean, soft brush or lint–free cloth. DO NOT
use objects that could damage the head.

2. Make sure that all components are in place and
properly secured.

3. Actuate the tool to make sure that the
mechanisms inside the head function smoothly.
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1. Remove any accumulated film with a suitable
cleaning agent that will not affect plastic.

2. Make sure all components are in place and
properly secured.

3. Check for chipped, cracked, worn, or broken
areas on the head. If damage is evident, repair or
replace the head.
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Figure 5

��"�

��#$ � 
"�! ������
�##����) ����%�� �� '��


��$ ����
 � ����

	��� �����

�  � ��#�

����( ���  �
� ����$ "


 ��$���
��'�

	%���� �"��


��� �&*(" +$'&

Regular inspections should be performed by quality
control personnel with a record of quality control
inspections remaining with the personnel responsible
for the head. One inspection per month is the
recommended frequency; however, operator training
and skill, amount of use, working conditions, and
established company standards are all factors to be
considered in establishing inspection frequency.
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Customer–replaceable parts are listed in Figure 6.
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 Corporation
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.
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Revisions to this instruction sheet include:

� Updated document to corporate requirements
� Removed connector part numbers
� Modified Figure 3
� Modified Step 5 of Paragraph 3.1 and Point 1

of Paragraph 3.2
� Modified Step 2 of Section 4
� Added phone number for customer repair

service



��	��
�
�!'%$&�($&" �!� �	�����

� 1* ��)6 � !7'1 �.)'5310-'4 �13213&5-10

���� // $
��� -0�%

	��� //
$���� -0�%

	���� //
$���	� -0�%

� �

�!$"#(� �� + $
 18%

�

���
�	� ���


 � 
 � �
	

��

�

�

��

�� ��
�	

�


����������� �����

���� ���� ���
�� ����������� ��� ��� ����

� 
�	����� ����� �-0-4,)( �

	 
�	����	 ��" ���� �04)35 �


 
�			����  ������ �1/23)44-10 �

� 
�	�
��� ��#�� �1'&5-0+ �

� ��		�
���  ���#� �&',-0) ���������� -0� �� �


 	������ ����  2-3&.  23-0+ �

� 
�	��	�� ��#�� �))( �

� 
�	�
��� �� ��!��� #-3) �

� 		�����  ������ �1/23)44-10 �

�� 
�	����� ���" !��� �1( �04)35-10 �

�� 
�	����� ���� �04)35)3 �

�	 
�	��	��	 ����  .155)(  23-0+ �

�
 
�	����� ���� !3&6)34)  .-() �

�� ��	
����	  ������ �1/23)44-10 �

�� 
�	�����  ����� �))( �

Figure 6
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      Компания «Life Electronics» занимается поставками электронных компонентов импортного и 
отечественного производства от производителей и со складов крупных дистрибьюторов Европы, 
Америки и Азии. 

С конца 2013 года компания активно расширяет линейку поставок компонентов по направлению 
коаксиальный кабель, кварцевые генераторы и конденсаторы (керамические, пленочные, 
электролитические),  за  счёт заключения дистрибьюторских договоров 

      Мы предлагаем: 

 Конкурентоспособные цены и скидки постоянным клиентам. 

 Специальные условия для постоянных клиентов. 

 Подбор аналогов. 

 Поставку компонентов в любых объемах, удовлетворяющих вашим потребностям. 
 

 Приемлемые сроки поставки, возможна ускоренная поставка. 

 Доставку товара в любую точку России и стран СНГ. 

 Комплексную поставку. 

 Работу по проектам и поставку образцов. 

 Формирование склада под заказчика. 
 

 Сертификаты соответствия на поставляемую продукцию (по желанию клиента). 

 Тестирование поставляемой продукции. 

 Поставку компонентов, требующих военную и космическую приемку. 

 Входной контроль качества. 

 Наличие сертификата ISO. 
 

       В составе нашей компании организован Конструкторский отдел, призванный помогать 
разработчикам, и инженерам. 

  Конструкторский отдел помогает осуществить: 

 Регистрацию проекта у производителя компонентов. 

 Техническую поддержку проекта. 

 Защиту от снятия компонента с производства. 

 Оценку стоимости проекта по компонентам. 

 Изготовление тестовой платы монтаж и пусконаладочные работы. 
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