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PPAASSSS  MMAASSTTEERR  EE00  //  EE4455  
  
  
FFoorr  pprroodduucciinngg  eeaarrtthhiinngg  ccoonnnneeccttoorrss  ((lloocckkiinngg  ccoonnnneeccttoorrss))  
ffoorr  ccaabbllee  ssoocckkeettss  aaccccoorrddiinngg  ttoo  DDIINN  4466334422  pprroodduucceedd  oonn  aa    
CCNNCC--ppuunncchhiinngg  mmaacchhiinnee  ((ttoooolliinngg  ssyysstteemm  TTrruummppff))  
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SSeeqquueennccee  ooff  ooppeerraattiioonn  ffoorr  PPAASSSS  MMaasstteerr--EE00  
  

I. The excentric hole is punched with the round punching tool on place No. 1 (the 
offset within the earthing connector is already compensated with the tool). 

 
II. The pre-punch on the side of the earthing connector will be made with tool No. 2 

(same position as tool on place 1).  
 

III. The pre-punch on the front of the earthing connector will be made with tool No. 3 
(same position as tool on place 1). 

 
IV. The tool pos. No. 4 makes the chamfer on both sides on the front towards DIN 

46342 (same position as tool on pos. No. 1). If necessary, the size of the chamfer  
must be corrected in the relevant PTT-scale by changing the UT-offset. 
 

V. At least one chamfer is punched with the tool on pos 5 in order to bend the 
earthing connector by hand (same position as tool on place 1). If necessary, the V-
depth of the Notch must be corrected in the relevant PTT-scale by changing the 
UT-offset. 
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SSeeqquueennccee  ooff  ooppeerraattiioonn  ffoorr  PPAASSSS  MMaasstteerr--EE4455  
  

I. The excentric hole is punched with the round punching tool on place No. 1 (the 
offset within the earthing connector is already compensated with the tool). 

 
II. The pre-punch on the side of the earthing connector will be made with tool No. 2 

(same position as tool on place 1).  
 

III. The pre-punch on the front of the earthing connector will be made with tool No. 3 
(same position as tool on place 1). 

 
IV. The tool pos. No. 4 makes the chamfer on both sides on the front towards DIN 

46342 (same position as tool on pos. No. 1). If necessary, the size of the chamfer  
must be corrected in the relevant PTT-scale by changing the UT-offset. 
 

V. At least the 45° bend will be made with the tool on pos. 5 (the offset of the tool of 
1,6 mm has to be observed). Please take attention that the Multitool-stripper was 
prepared that the bended sheet can go into 3 directions. (please note: the direction 
AGAINST the stripper is prohibited). If necessary, the 45° bending has to be 
corrected in the relevant PTT-scale by changing the UT-offset.   

 
 
 

 
 


