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HEAVY HEAD HAND TOOL,

FOR CRIMPING PLASTI-GRIP* AND PIDG* TERNINALS AND SPLICES
PG,PIDG i FEXRAANE—-~AyFEXEITHE

TOOL P/N: 409780-1
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Taw,

1. EU®IS
ANE -~y FEFTE (B1%409780-1) 1dFig.LicRL 7z
PG, PIDG %% ZThZh AWG 16 514 DH 4 XK
VAWGL2H 51009 4 XO L DBEEZT 5 =D
Ehid,
BFEHORNC L BFHAT X

PROPER USE GUIDELINES

Cumulative Trauma Disorders can result from the
prolonged use of manually powered hand tools. TE
hand tools are intended for occasional use and low
volume applications. TE offers a wide selection of
powered application equipment for extended-use,
production operations.

1. INTRODUCTION

TE Crimping Hand Tool 409780-1 is designed to
crimp PIDG terminal and, PIDG STRATO-THERM
terminals, and PIDG insulation restricting nylon
terminals shown in Fig.1 on stranded wire size No.16-14
and 12-10. READ THIS INSTRUCTION MANUAL
CAREFULLY BEFORE USING THE HAND
TOOL.

PG ¥ T PIDG ¥
PLASTI-GRIP TERMINAL PIDG TYPE TERMINALS
COLOR STRIPE ON 16-14 HD COLOR BAND
AND RADIATION GBS INSULATION RESTRICTING
1.0~2.6mmi A MR BN A T
WADINTND
COLOR STRIPE ON 16-14 HD AND RADIATION RESISTANT
#16-14 HD & i SR I B 7 IS IZ DA DN Tn 5
Fig.1
NV FLDOEFR 'R Par s ds ] BRHEBEDXRE (mm)
LRFE ¥4 X mm2 | ST E (mm) S HBEENS Insulation Stripping Length
PRODUCT Tool Handle Color Wire Range Insulation Insulation color &/ ®A
& Dot Color (AWG) Diameter Range Code Min. Max.
PG, PIDGE=—)L HeE 2.7-6.6 HeE
EUF 4 u vy R (#12- #10) 5.8-64 Yellow 7.9 8.8
PIDG-GRIP Terminals Yellow 1.0-26 HEERAD
PIDG Vinyl and Nylon Terminals One Dot (#16- #14HD) Yellow with Black Stripe
PIDGHE3# BB AU AR MY H& 2.7 HEERAD
F4 0 EE H—E (#12) 24-51 Yellow with Yellow Stripe 9.5 104
PIDG Insulation Yellow 6.6 32-5.1 HEFHEAD
Restricting Nylon Terminals One Dot (#10) Yellow with Brown Stripe
PIDGI A R 4 B T #E 2.7-6.6 5.9 Max. HEOXESE
PIDG Radiation A& (#12- #10) SO LT Natural Color with Yellow stripe 7.9 8.8
Resistant Terminals Yellow 1.0-2.6 3.9 Max. B oxEse
One Dot (#16- #14HD) 3.9 YT Natural Color with Black stripe
Fig.2
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ATRBICE, MTICEREEE TS 514 X, B
BEREETDIZA AR B> THARATHD ., %
FEEFBRICMNBERD T 0 — 4 BEHEOKX
MZIBCTEEREERARBT I FEhANy Fizffun
TWET,

NYFRMZE =T 4 -2V T+ 5F 2y VED
BREBEMIOTVETDT, VoA ZOEBN,H,
3L, ROBKEZENBMASNEEDBUNY FLE
BBRLEEA,

NY FLICREEESMIT TH 0., BAE T 3MWTO KR
BHEOGBL—HLTVETHLE, DTREE»DTHD
ZHARECET,

3. EEDFE)

BRI TOBEDSEBEDXTEZERAL T, HBEOE
TLHEZBROTE»ETEEDEIRA, BER
Fig. 2T e B0 T, BELEER LT, &K
BO—E#E 720, FBEOF VLS CRAFREL
TFE, SEEEOTED -0 LTVt
Xho SRIZESESIHHAITE 2T,

3.1 PIDGIRFREE

TR, ¥—F4 -2 YT FF 2 MESIHE
HEROVWTWIOTEFHAY s — 2RI, 75 =
9 FBEANDZET, NV FLE—RIZEDET, FF=
v PSR B ENY PRSI OERATOE D TICRE
9,

(a) HMERICZ 39 TFOBREHFig. 28 AH LT
BZLEMWIDHTCTEN, SFhur—2izddb
BCILEOF A AiZHBALEY,

(b) TENV FLZRIBETC S LETFIIL A R
EEhFd, ZOBNEANEE TRTEER
ERTIRWTERA,

(c) AL X L-ERE o r— A1l Y~=5FT
TTHALET,

(d) " FLEIF 2y bHBRKT S ET—HIZEH
g,

() EENTAERTFIIERE B~ NT B2,
HhrhEd, TREHTRELVEARDETE
Iz LA, Fig 252BLTTF X,

() SHICEARLFSHEABRL, WUICESE I
PHRTOREZT>TT &,

2. DESCRIPTION

The tool consists of a set of wire-crimping jaws, a set of
insulation-crimping jaws, locator, a insulation crimp
height adjust pin, CERTI-CRIMP* Ratchet and handles.
The tool is provided with CERTI-CRIMP* Ratchet to
regulate crimping pressure which is required to achieve
optimum crimping of terminals. Once it engages, the
handles cannot be opened, unless the handles are closed
to the bottom, where the correct crimping is achieved.
The handles are color-coded to indicate the proper
terminals to be crimped. The color code corresponds
with the color of insulation of the terminals to be
applied. Make sure the color code, when you select the
terminal and hand tool.

3.CRIMPING PROCEDURE

Wire end must be stripped to the proper length, prior to
crimping. Remove insulation as indicated in Fig.2.
When stripping, Never CUT nor NICK the conductor.
Care must be taken not to damage the wire.

3.1 PIDG Terminals

Open crimping dies by closing handles until CERTI-
CRIMP* ratchet releases. Note that once ratchet is
engaged, handles cannot be opened until they are fully
closed.

(a) Be sure terminal insulation color code matches tool
handle color, shown in Fig.2. Place terminals in dies
so that wire barrel butts against locator.

(b) Close tool handles until terminal is held firmly in
place.

(c) Insert stripped wire until end of conductor butts
against locator.

(d) Close tool handles until ratchet releases.

(e) Observe dot code on finished crimp to insure that
correct terminal and tool combination was used. See
Fig. 2.

(f) Refer Section 4 and Fig. 5 for terminal crimp
inspection procedure.
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PIDG & PLASTI-GRIP TERMINALS
PIDG&PLASTI-GRIP i1

"CII ”B" "CH !PBH

PIDG TERMINALS
PIDG¥ T

nchn nge
PG TERMINALS

PGY& T

PIDG INSULATION RESTRICTING
TERMINALS
PID G5 4 78 i RS il 7
"B" equals wire barrel.
"C" equals insulation barrel.
" B" VHREREEBOE X
T CT TEERHEN A BOR X

End of conductor butts against locator
WROWMEBIZT 7y — ZIZEE Y5 TNBE Tk

Locator
Oy—2%

\

Wire barrel butts against locator

CHEEREr — 21t E Y5
Fig.4

3.2 PGEFD

PG TSR Y — Thik L, 7 RF v o D
BEZIHBROTTHDET,

ERHEAM X ADR ) — TR EHEEM X L Oz L
DIRCHEAEICTHHTTCHI3BEDOIDHH D %
Fo BROKZIGU TEERHEEES SRELY YV %1 -
[225K] 2-THh] 3-8 o3B50uFhricd
bETTFEW, EEFIERPIDGHTFELELAL T,

RN T ThORAR 2R L TF 20,

i AT o
PIDG?“%@ liﬁﬁ@ﬁ@ﬂl AW TNT, %ﬁ?&ﬁﬂ
AOVTHICEDVEZF X LFBTILEN S DT, H
BEXZ1-T%2<K] 2- [Pl 3- [y oZBE
ZaPhT0hET,
@FTHEREYY % 3- B I24beTFX, Fig.
1RBRLUTT X0,
bR FEFig ISR T L3 ICEZ X4 RICEALET,
OB ERBEL X L TCOAWEROAS, BFDA
VAV—=Y g VISVNTERIZEREL B ETICH
ALTT &, Fig. 4 2BLTT X0,
EFRCERT A METORMIICHRBOESE R L TIE
WirEt A,
AR SV 3 ARSI PO EEIT S0
IZREY Y ONO0.2- [Hhi] £7-13NO0.3 -
[ 2#HHETAZ L 4HELET,
DRBEICEZE X 4 AHELL FAFROEHIY -
BESWEIDTTEN, EEOFIRB LR LEDD
FH A,

T3l

3.2 PG Terminals

PLASTI-GRIP terminals feature a wire insulation
support only.

The insulation crimping section of the hand tool has
three positions: 1 - Tight, 2 - Medium, 3 - Loose.
Crimping procedures of PG terminals is the same as that
of PIDG terminals. Choose insulation adjustment pin
according to AWG wire size. Refer to Section 3.1.

3 3 Insulation crimping adjustment on
PIDG Terminals

PIDG terminal features an insulation grip. The insulation
crimping section of the hand tool has three positions:
No. 1-Tight, No. 2-Medium, No. 3-Loose.

(a) Insert insulation crimp adjustment pin in No.3
position. See Fig. 4.

(b) Position terminal in crimping dies as shown in Fig.
3 and close handles to hold terminal in place.

(c) Insert UNSTRIPPED wire into ONLY the
insulation barrel (See Fig. 3) of the terminal.

Note: Do not crimp the wire barrel when making test
crimp.

Note: Use position No.3 or No.2 on the hole of
insulation crimp adjustment pin to prevent
crimp jaws from overloading.

(d) Close tool handles to complete the crimp. Remove
crimped terminal and check insulation support as
follows: Bend the wire back and forth once.
Terminal should retain grip on wire insulation.

Rev B

30of9



TE

connectivity

ke BAE

Instruction Sheet
411-5800

M REN Zm gy Y

Insulation crimping adjustment pin

in NO.3 position

¥ LEHIARIT S &5 Thhid, BMELFEES S

BonTOENWILERKRLETLS,
EERA. BEEERBRETVET.

OEECEERIHNR/ONSET, HBEVEBLY
AEET A MEBROBELTT &V, BEL EIZED

WHBICE Y &2y FLBEVTT &,

4. TEHED z

FigdAOAEIZH - T, EEBRDOERERELTT XUy,
(A1) LER IR TVWBLFEFE L TOhBHTOR
EHEALTT X, $4BICER IR TV BERFER

- T [REHE] DWTFERELTT &0,

WIRE RANGE
STAMPED UNDER
TONGUE

EREEIEEBOTAHIC
ZIEMLTHY 7

ANGE

IRE
TAMPED UNDER
ON

mmZz

ACCEPT

PIDG&PLASTI-GRIP #tF

YV A
CERTI-CRIMP RATCHET
Fig.5

Y5 4 5%z v bESRRIEE

(e) If wire pulls out, set insulation crimp adjustment pin
in next tight position.

(f) Make test crimp and repeat adjustments as necessary
until desired insulation crimp is obtained. Do not use
a tight setting than required.

HEY YD

4 CRIMP INSPECTION

Inspect crimped terminals by checking the features
described in Fig. 4.

Use only the terminals that meet conditions shown in
"ACCEPT" column. "REJECT" terminals can be
avoided through careful use of instructions in Section 4.

REJECT

P1DG
INSULATION
RESTRICTING
TERMINALS

WIRE RANGE

P1DG
PLASTI-GRIP STAMPED UNDER

TERMINALS TONGUE
3 ElilEeeifo)
RADIATION THI=ZIE
L
RES | STANT LToaysd
TERMINALS
PIDG
INSULAT I ON
RESTRICT ING
TERMINALS =
WIRE RANGE
STAWPED UNDER
TONGUE
EREFEIEEIDOTAIC
AELTHYET
Fig.6
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OB HEW 2 LBROEZ LI L T 5,
ORTOBEES, AFESNIROEFELAHLTY
52k,
GHENL CE A HEBOEBRICEZ L THBZ L,
COEZIEHREZELOILLA-TNB T L,
OERDO LRI SREE L DORRICHI> T3 h, X
BREWLUCHATESZ ,,
OFExA&bEERETOBRAE. BROLERKIIhRD Y
AXZA P9Iz L TR LS By, MU
STVBEVWEETETIAVYR Ly TiIZHio T3
2, EPICERESBORRICRER BT L
OO RIS TREZE RO LR L Hio =BT
b5k,
AEE
OEROEFHFEILEXH L T 5, (EEEENL
BOEZRBTES LEPTVY)
QILALHFOGRERHLTOHAEDENIEL L
B,
ORTEHIHFIL CH2ERBEH L R 5K XDE
WeESE LT,
@ELERASRESBO P RIZE o T EY, (O
Faeur—2 Y Th\E X, FEER?ES)
OBBOERIEREZH L B> Tk nd, Zhi
DEIZBEHRLTCNDS EEHECXEIMBIET
BOELEIT, FRAVERIFEARTS)
CHFHANRENZD, ADE AL LDBKRET
¥5 (TREGTFOHBEDEER 1o, EBS
4 ZREICEBENEC DO TR EO»ERT ),
QEEESITEL 72 DIBRERE TS,
@EBERIMTIHEAINBINTH TRV, MG
TR % EXED TR,

5. &5F/
TEOME B ELVORBIZHERIT 220103, I
ARSI RTFRESL IS KO CEME % T, £fT
ENBTLEBBELHELET, TRZEA-HL SR
#L., LEOBHAREE: ZRBIC X 25442k L TE
ExrBRBEERELTT S0,
OEHE. ERZOIERRR. TEOBEES
OEZ T AT OTEEER
OfEEBEDEEHMORE
ORI R ERO R E
Oz —F—RNzHOTCRRIIRE L TH B EmENEE
BEDEBEZERIZIANZIORLITLES, TEIZ
FARIN, MERELB CHAI AT T4, Eiftdiz
BEEZIBAMBB 0 ETOT, ZEHICERLTT
0, FEBELTETREIBE XA T ETH5, @
izt E LEnTT X,

ACCEPT

( Insulation barrel is in firm contact with insulation.

@ Correct color code,dote code, and tool combination.

 Wire size is within wire range stamped under
terminal tongue or center of splice.

@ Crimp not centered on wire barrel.(Terminal was
not butted against locator.)

® End of conductor is flush with, or extends beyond
end of terminal wire barrel.

® End of conductor against wire stop of splice, or at
least flush with, or extended slightly beyond wire
barrel.

@ Wire insulation does not enter wire barrel.

No nicked or missing conductor strands.

REJECT

@ Wire insulation extruded (Insulation crimp too tight
on PIDG terminals and splices)

@ Wrong dot code,color code combination.See Fig. 2.

(® Wire size is not within wire range stamped on
terminal tongue or splice.

@ Crimp not centered on wire barrel.(Terminal was
not butted against locator.)

® End of conductor is not flush with, or extending
beyond end of terminal wire barrel. (Check for
correct strip length.)

® Excessive flash or extruded insulation, (wrong tool,
terminal, or splice combination, or damaged dies.)

@ Wire insulation entered wire barrel.

Nicked or missing conductor strands.

S. MAINTENANCE / INSPECTION
PROCEDURE

TE recommends that a maintenance/inspection
program be performed periodically to ensure dependable
and uniform terminations. Tool should be inspected at
least once a month. Frequency of inspection may be
adjusted to suit your requirement through experience.

Frequency of inspection is depend upon:

@ The care, amount of use, and handling of the hand

tool

@ The presence of abnormal amounts of dust and dirt.

3 The degree of operator

@ The presence of abnormal amounts of dusts and dirt

® Your own established standard

All tools are inspected before being shipped;
However, Since there is a possibility of tool damage in
shipment, new tools should be inspected in accordance
with Section 5 when received in your plant . Due to the
precision design, it is important that no parts of the tool
be modified after receiving.
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5.1 iE5EaH
HHRPBIZERBEE > TE 2L 23, KistEowkEHlIC
BLTELRBITIT->THERERE, o520 HTH
WTELSE2LTH» 5, BEEBICSAE#0E — #5 1 LiF
YO BEDOHEWIE D L2 FEMLTT &0,

OBHDEEICERT 384 &0 1[0,
QL 2L xHHTIEA B3 1 [El,
ORAZ LIZfET 554 wH 1M
DEMAEY T,

WENTEE-RERCTRE T, BIcESHcHms
HEL TR LEENRBICIEYELRITTILE 3D
T

5.2 AE8RE

@ITERZL LI THH1IZ. EVRIEDY YV FDRE.
ATV IDRBRFFD i EHRE TR0,
Figlo2 ML T, k<HE»DHTTF X1,
OILROFEE &4 2ADEMEF X < AT, BEOXRIT
PERE, B0 EEBELTORVAIHERALTTX
VB, F4 ADFXMLICER. XBEH 5 LEERE
ICHEBLET, Fig 7ICB#EFlE2RLET,

Broken corner

BERD KT

Chipped edge
w7z

S.1. Lubrication and Cleaning
Lubricate all pins, pivot points, and bearing surfaces
with SAE No. 20 motor oil as follows:
@Tool used in daily production - lubricated daily
@Tool used daily (occasional) - lubricated weekly
@Tool used weekly - lubricated monthly
Wipe excess oil from tool, particularly from crimping
are. Oil transferred from crimping area onto certain
terminations may affect the electrical characteristics of
an application.

S.2 Visual Inspection

(a) Inspect the tool for missing pins or retaining rings.
If parts are missing pins or retaining rings, refer to
Fig. 10.

(b) Inspect the die closure surfaces for flattened, broken
or chipped conditions. Although dies may gage
within permissible limits, worn or damaged die
closure are objectionable and can affect the quality of
the crimp. Examples of possible damaged die closure
surfaces are shown Fig. 7.

Fig.7
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5.3 #41 ABASDE
EES 4 ZORAMOEER X . MAIICHIEICRE
LThDETa, THANRSADETL., BHENICH

RUTHZRSRIEE D A, ZORARIZIIFg 8IZRT.

BO/IEEORY —VEFERALET,

A4 ADHAABEDERIEIUTOL I IZ LT,

@) EEX A4 ZAWE ESRVELRPHES S THRVTT
Xy,

b)Y FLESDIIZEHUC TS ETALEE T,
COBERDEEMIBNTT &4,

) ¥4 A&ERAVEEE, BUTEF-VERAVTEX
EFRNET, T ur—-2%2ETHL LTS,
GO (By) Y-V #BLTAET, GO (Eh) ¥
—VRERELBRICEES A 22B0RTIATH
aDE¥A, FigdZ L TT &0, OB
4 ANEBD2/3LUTLAAL BWE ZEIARAKTT,

d)RIZNO-GO (ikE D) ¥—V&ELA4 ZITHTET,
NO-GO (It D) ¥—CORBEy —VHIZADE
T8, BRI TR T ERA, ZOBRT S ZA
HDL/3L LA BRFEIARAETT,

(e) MBHEMAIES & 1 ZADARITFEY Y #NO. 1
IZAbETITFVET,

() TIEE & 1 2ARRISEREBAL T4 2D =
EHESTT &N,

() #ED (YES) /it D (NO) ¥~V #i>THF4 2D
EESCARBR L -EREAMETREZIDTH N
2, ZOTEAABE LTHERHT A Z o8k T,

() 3 LABRER, 54 A0BAREMBEETENI &
By o FRHIREF D DSt OR, BER IR
P & CHEHET &0,

54 —F1-U>FeS5F1y |k
EHBHEE D SR

Y=F g -2V T 5F 2y FEIRBIEEIBIES
EZENHTRORKEHHT 5BEL B O0T, Bk
HEMAZFRIZLTO LS 1270 ET,

@) ¥4 AOBAROEZHE AR TEhWCIL
9,

b) HWEEX A ANTRADEHRY 1 TEEHL CRRN
ICHFREELET, 9Fx v FBBIKRLAEE &,
NY FLEBEIEEDENTT N,

5.3 Die Closure Inspection

Each tool is inspected for proper die closure before
packaging. An inspection should be performed
periodically to check the tool die closure for excessive
wear. The closure inspection is accomplished by using
GO and NO-GO plug gages described in Fig.8.

The following procedure is recommended for inspecting
the die closure.

(a) Clean oil or dirt from the die closures and plug gage
members.

(b) Close handles of tool until wire barrel dies are
bottomed. Do not apply additional pressure to
handles.

(c) With wire barrel dies bottomed, inspect the wire
barrel crimp die closure using the proper plug gage.
Press the spring-load locator down and hold gage in
straight alignment with dies closure. Try to insert the
GO member carefully without forcing. The GO
member must pass completely through the die
closure. See Fig. 9. If "GO" member enters less than
2 thirds of depth on die closure, it is reject.

(d) Try to insert the NO-GO member. The NO-GO
member may enter partially, but must pass through
the die closure completely. If "NO-GO" member
enters less than 1 thirds of depth on die closure, it is
reject.

(e) Insert insulation crimp adjustment pin in No.
position.

(f) Inspect the insulation crimp die closure using the
proper plug gage in the same manner as step (c) and
(d). See Fig. 9.

(g) If both wire barrel and insulation crimp die closure
meet the GO, NO-GO gage conditions, the die
closure may be considered dimensionally correct.

(h) If you find that the die closure do not confirm with
GO, NO-GO gage conditions. Contact your TE

representative.

5.4 CERTI-CRIMP* Ratchet Inspection
The ratchet feature on TE hand tool should be checked

to ensure that the ratchet does not release prematurely,

allowing the dies to open before they have fully

bottomed.

(a) Thoroughly clean the bottoming surfaces of the dies.

(b) Make a test crimp using the maximum wire load
,i.e.,aNo.10 AWG wire in a 12-10 terminal. When
this crimp is made, squeeze handles until the ratchet
is free, however, DO NOT RELAX PRESSURE ON
TOOL HANDLES.
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(c) Bottoming is satisfactory if bottoming surfaces of
the wire barrel crimp dies make contact with each
other or if the clearance between the bottoming
surfaces is less than 0.025 mm.

(d) If the shim can be inserted completely between the
bottoming surfaces of wire barrel crimp dies, the
dies are considered as not bottoming. Contact with

) EBEHOBBIZ0.026mmED Y & &AL TETS
IZAG W ZEARTFITbATHE LALRL
9,

(d) 3 L0.025mmED Y ABFHATEBZ L XX, £4 X
DEAAEIADTTEVEAT, FHELTILEXEFD
DEKORL ., BHEFTF 23RS X THES T &

Vg
your local AMP representative.
F &)1 BRI FE&# 7 — YNo. IHEZH S — Y No.
Customer Gage No. (Wire) Old Customer Gage No. (Wire)
Tool Part No. | REZE T — O No. | EEZ 7 — VUNo. | BEZH 7 — YNo. | #EES 7 — ¥ No.
Gage No. (Wire) Gage No. (Insulation) Gage No. (Wire) Gage No. (Insulation)
409780-1 937056-1 937057-1 289903-002 289905-003
Fig.8
TRESBOr — VR®E BEEEDOY — VK
INSPECTION OF WIRE BARREL INSPECTION OF INSULATION

CRIMPING DIE WITH GAGE: BARREI CRIMPING DIE WITH GAGE:

Wire barrel jaws,
bottomed but not
under pressure
NV FLECRE 2 ITREIE
EHEWOY a3 =2 TV B,
BWichE A THlET 3

@L "GO" member must pass completely
through the die closure.
GOGED)r —VIEEEIZF 4 R

DHPEBBRTH &
"GO" member may enter partially, but must ‘\l
) | 7|
not pass through the die closure . E: ik)
NO-GO (IE%D) ¥—Y Dkt
ﬁ41tkéﬁ%ttﬁ4x&ﬁ.__/Lﬂ:w

DR Tk 5 K
Fig.9 (b)

Fig.9 (a)
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5.5. TEDEE

FHTEEZEAL LV, FRLEFICRELTT X
WV, EHELLICELIHET S0z, F8HTHA
BTEIZED N, XD EEBTFOT I,

(a) TRERT-D,
Xy,

(b) Fig LI LS DT A ERLZD ., REOES
BN CHRTFEEZLEVT T &N,
(c) BV, ¥Xy MEDEFHHLIMCIIER
No.20%) REa#muh% & LTTFEun,
(d) TEOFEARIIESEBERFIEO - Ehn /TR
WT, EVRF X2k, BRBTHE LB,
FEEZA ABATABALENESINY FAL%H

Ny —RbDIZEALEZNTT

D (SAE

CTHEWTT L,
6. 3 2% UMEE

Fig 9 IR L =R IZ B ERI TRBTEE TS, FhUs
OWBIZHE. BEELHRT I 20 STV
LET,

THOBH, #%. RBEBROWAICEL Tk, K4t
BEMNEZBRBEICEPULMITT XN,

APPROX.

S.5. Maintenance of Hand Toel

When not in use, keep the tool in a clean, dark place.For
keeping reliable performance of the tool, care mast be
taken to handle it moderately.

The following cautions should be observed.

(a) Do not throw nor drop the tool onto the floor, nor
strike things with tools.

(b) Avoid crimping terminals of the sizes other than
instructed, as shown Fig.1.

(c) Apply a thin coat of machine oil of good quality,
which is equivalent to SAE #20, to the bearing
surfaces, but do not oil excessively.

(d) Remove dirt and greasy foreign matters from the
tool with the use of soft, lint-free cloth wiping off
gently. After use wipe the die surfaces, and close the
handles for preventing foreign matters from entering
into the die.

6. REPLACEMENT AND REPAIR

The parts listed in Fig. 9 are customer-replaceable. A
complete inventory can be stocked and controlled to
prevent lost time when replacement of parts is necessary.
Parts other than listed should be replaced by TE to
ensure quality and reliability of the tool.

NO. T ELE S w4 BE
Part No. Descriptions Q'ty
1 21045-3  (or 720666-3) | Y74 =2 - ) /% Ring, Retaing 4
2 21045-6  (or 720666-6) | V54 =2 - 1) 4 Ring, Retaing 2
3 300388  (or 724795-3)| U FT4A4 =>4 - > Pin Retaining (¢4.76) 2
4 300389  (or 724795-4)} UTA =>4 - E> Pin Retaining (¢6.35) 1

Fig. 10

CHOERFHRICIVEREEINTEY, RECKRLEESNET,
EHOBETICEAL TEEHAZEICBENEHE TS,

This TE controlled document is subject to change. For latest revision call local TE representative.
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