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Figure 1
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Hand Crimping Tool Assembly 1–58546–1 consists of
Die Assembly 1–58545–1 and Hand Crimping Tool
Frame 1725412–1. See Figure 1. The tool is used to
crimp un–insulated terminals and splices onto
pre–stripped wire.

Read these instructions thoroughly before crimping
any terminals or splices.
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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 crimping.

The tool frame holds a die assembly with three
crimping chambers. The die assembly features an
upper die and a lower die. Die retaining screws are
used to position and secure the dies in the tool frame.
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1. Open the tool handles and remove the two die
retaining screws from the tool jaws.

2. Place the upper die in the stationary jaw of the
tool frame so that the largest indenter is facing
inward. See Figure 2.

3. Insert the die retaining screw through the
stationary jaw and through the die. Tighten the
screw just enough to hold the die in place. Do not
tighten the screw completely at this time.
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Figure 2
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4. Place the lower die in the moving jaw of the tool
frame so that the largest anvil is facing inward. See
Figure 2.

5. Insert the die retaining screw through the
moving jaw and through the die. Tighten the screw
just enough to hold the die in place. Do not tighten
the screw completely at this time.

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

7. To disassemble, open the tool handles until the
ratchet releases, remove the two die retaining
screws, and slide the dies out of the tool jaws.
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Select wire of the specified size and insulation
diameter. Strip the wire to the length indicated by the
terminal manufacturer, taking care not to nick or cut

wire strands. Select an applicable terminal or splice
and identify the appropriate crimping chamber
according to the wire size markings on the dies. Refer
to Figure 3 and proceed as follows:
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1. Hold tool so that the back (wire side) is facing
you. Squeeze tool handles together until the
ratchet releases, then allow them to open fully.

2. Center the terminal or splice wire barrel on the
anvil of the upper die as shown in Figure 3. If
visible, be sure to place the brazed seam on the
terminal or splice toward the indenter.

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

4. Insert stripped wire into the wire barrel, making
sure that the insulation does not enter the wire
barrel. See Figure 3.

5. Holding wire in place, squeeze tool handles
together until ratchet releases. Allow tool handles
to open, then remove crimped terminal or splice.
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Figure 3
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6. To crimp the other half of a splice, reposition the
uncrimped wire barrel in the crimping chamber, and
repeat the crimping procedure.�� �����
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 ���� �����	�7. Inspect the crimped terminal or splice accordingto Figure.41 Check the crimp height as described inSection 5. If necessary, adjust the shut height asdescribed in Section 6.�����
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This inspection requires the use of plug gages
conforming to the dimensions provided in Figure 5.
A|T|S does not manufacture or market these gages.
To gage the crimping chamber, proceed as follows:

1. Remove traces of oil or dirt from the crimping
chamber and plug gage.

2. Close the tool handles until the dies have
bottomed. Do NOT force dies beyond initial
contact.

3. Align the GO element with the crimping
chamber. Push element straight into the crimping
chamber without using force.
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Figure 5

����� �/(0(16 �$: �6$46 �164:� �76 �756 �26
�$55 �203/(6(/:  +427*+ �4,03,1* �+$0%(4

�� �/(0(16 �756 �$55 �203/(6(/:
 +427*+ �4,03,1* �+$0%(4

The GO element must pass completely through the
crimping chamber. See Figure 5.

4. Align the NO–GO element and try to insert it
straight into the same crimping chamber. The
NO–GO element may start entry, but must not
pass completely through the crimping chamber.
See Figure 5.

If the crimping chamber conforms to the gage
inspection, the tool is considered dimensionally
correct, and should be lubricated with a THIN coat of
any good SAE 20 motor oil. If not, the tool must be
returned for further evaluation and repair. Refer to
Section 8, REPLACEMENT.
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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.


