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Crimping Hand Tool for AMP* SOLISTRAND* terminals and splices
VIARMSUR FRUERFRERELIR

TOOL P/N: 409779-1
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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.

LINTRODUCTION

AMP* Hand Tool P/N 409777-1, shown in Fig.1, is
designed to ¢rimp AMP* SOLISTRAND* terminals
and splices onto stranded wire and/or solid wire sizes
#3 AWG. READ THIS INSTRUCTION SHEET
THOR! HLY BEFORE USING THE HAND

TOOL.

2. DESCRIPTION
The hand tool features one crimping die and a ratchet
hangle with a raichet pawl shown in Fig.1. This tool
has one pair of crimping dies in accordance with Fig.2.

Nest
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Indenter
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Fig.1
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Strip Length Wire Barrel Termninal
sRogBoER: o SREERD wT
i
ﬁ' S IR YIRS
S %’@
Strip Length Wire Barrel Butt Splice
EROBBOERE - SREE R 2 xAbyHEERT
‘ l
NE = s
Strip Length Wire Barrel
Parallel Terminal
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TROFTAE G & £ & Strip Length (mm)
ILEDBEE BABIRER T RESLIEMGET ;TR T
Tool Number | Applicable Wire Range Terminal Parallel Splice Butt Splice
AWG mm? £\ Min.| J A Max.{ &7\ Min, | FxA&K Max_ | /) Min. | X Max.
409779-1 8 6.7 ~10.5 8.33 9.11 10.32 11.11 10.32 11.11
Fig2

Oy — 2 EETHL ERTR2ELWNEDOREDHNE)
20, HYPEFERSBEC Y 3EREHOKRMIIEL
THBEXEFEX 12T/ LLTHET,

NYEREZR, ¥—F 4 -2V 0T 3F 2y VED
BEEBEIMTOTOEFTDT, No/AZOEBER»H
3L, BAEEEZENIVRNE S VERIBUNY FLIE
BRL A,

The locator assists to set terminal to be place on correct
position for crimping, and insulation crimp height
adjustment pins make proper crimp height setting of
insulation crimping, which depends on the size of wire
insulation to crimped.

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.
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(e} Fig. 7()&Fig. T) ¥ WL, EER DR T OB
HETHTTFI,

Yt
TERMINAL
YT RADOI (A
Bossk) #1
Ro Eiz@<g
Bottom of terminal
tongue faces top of tool

T4 Y250 LORLEH

3.WIRE STRIPPING AND CRIMPING
PROCEDURES
(a) Strip the wire to dimensions listed in Fig.2.
(b) Open crimping dies by closing handles until
CERTI-CRIMP* ratchet releases. See Fig.1. Note
that once ratchet is engaged, handles cannot be
opened again until they are fully closed.

NOTE:Be sure wire size displayed on tool head and in
stationary die nest matches wire size stamped
on terrninal. Determine correct terminal wire
loading by referring to the AWG range listed in
Fig.2,

3.1 CRIMPING PROCEDURE ON
TERMINAL

(a) Center wire barrel of terminal of terminal in nest of
stationary die as shown in Fig.4(a). For best results,
when brazed seam on splice is visible, position seam
toward indenter.

(b) Close handles until terminal is held firmly. Do not
deform terminal wire barrel.

{c) Insert stripped wire into terminal until end of wire is
at least flush with cr extended slightly beyond end of
wire barrel in places shown in Fig.4(b).

(d) To complete crimp, close handles until
CERTI CRIMP* ratchet releases. Handles can now
be opened and crimped terminal may be removed.

(e) Refer to Fig. 7(a) and Fig.7(b) for terminal crimp
inspection procedure.

End of wire is flush or
extends beyond end of
wire barrel

HBLE LR

— F¥ALAHD DFEIEN T £ {27
Center wire barrel in dies LILEDHTRIIC
Fig.4 (a) Figd(b) IZAELTVS
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3.2 D o2 3.2 CRIMPING PROCEDURE ON

(a) Fig. 51(2) 252 @IRL=k 5. ®rabyr  SPLICE

BEATOERE S+ (MUESY 4 X) Oh%
BicEE T, BEEAEEALGERTOBAMH
au{tiira GKB) 84 Y Fry-DFEIZE
EIITULTT &N,

(b) WF|FBRGET DIBAIEFig. 53 (IzFR UL 1z
Bxt. #EFoEusthiiy—a (§B) #
4 vFre— (BUFEEF54R) oFmicE< &
Szl ¥.

(&) WY FLEELHUT, T2 RickoT
FRseEd, T EFDBILD THRTER
FEHEREVTT EW,

(d) HECE LA-BREBENEZADRRGETO
BAIRFiE. 51 @ICRLA L J i, EgRmExs
bEHEGETFOBAIIFg 52 @ICRLEES 18
BT ORI VAR E T,

() 7Fxv FHEYMHANIZT, ~NYFILE
BKDOT, EEEPRTLES, ESFMNTEE.
N FLHEE, EFRAOESITFHFRDHLEN
9,

() BxAbLEEGT CREEERRBOMMmDES
ARICHETEFLET,

(g) EULEHET LR, SRAMS2ADE
BT RUSFTESET R0 5o R T XS4
zET,

BIADLEIZHL

When brazed seam on
splice is visible, position

| /: . seam toward indenter.
Wo &y — Lo
RS 4 2]
Fig.5-1 (a)

STRAND BUTT SPLICE
— —— HRHERIZE & A YT

Intemal wire stop faces top of taol
P —— AlD 7 Y - Ab v T

{a) Center one half of butt splice in nest as shown
Fig. 5-1(a) and 5-2 (a). For best results, when brazed
seam on splice is visible, position seam toward
indenter on standard splice.

{b) Center parallel splice in nest as shown in Fig. 53
(a). Be sure brazed seam face indenter.

{c) Close handles uniil splice is held firmly in place.
Do not deform splice wire barrel.

(d) Insert stripped wire into butt splices until end of
wire butts against wire stop in splice as shown in
Fig. 5-1(a) for strand butt splice and Fig. 5-2(a) for
butt splice with single hole.

{e) To complete crimp, close handles until CERTI-
CRIMP* ratchet releases. Handles can be opened
and crimped splice may be removed.

{f) To crimp half of butt splice, remove it and
reposition uncrimped half in nest. Follow the same
procedure used to crimp first half of splice.

{g) Terminals crimped correctly for standard butt
splice, butt splice with sight hole, and parallel splice
are shown at the right on Fig.2.

End of wire butts against
wire stop

74 YOEBENTAY
by TORIZEREH:S

Center wire barrel in dies
T A4 YL LD L ERA
SA4ANHD

Fig.5-1 (b)
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BUTT SPLICE WITH SIGHT HOLE

AR ERESDHERT

HO7TL4Y - 2y THIR

\Imemal wire stop faces top of tool
“*\\\\zfam<

End of wire butts against
wire stop

D4 YOERNRTAYTR
by TOATIZEEENS

Sighted hole faces indenter
Fig. 5-2 (a) BRIy 4 @<L Fig. 5-2 (b)
End of wires are flush with or
WF T extend beyond end of wire barret
PARALLEL SPLICE T A X DEIRBLRT 4 ¥
- T HRURDRflic gz &

|

L~

Hogftes—an
By 4 21z@m<

‘When brazed seam on

Center wire barrel in dies

74 Y OPLES A
F42DLIZHB

splice is visible, position

Fig. 5-3 (a)

3B EFERMT—TIc2WVT
EHB B TRRTOFEOERSY — V&M
ALTTFX0. UTOFMRIZE > TRIBIERE S

seam toward indenter.

3.3 DIE CLOSURE

Fig. 5-3 (b)

PECTION
Use the following tool shown below to inspect for
proper die closure.

—VDREET T, An inspection should be performed periodically to
check the tool die closure for excessive wear, Proceed
the followings.

TEOHE EFHS — T8 No. | IBEEFHSY - Y No.
Teol Number Customer Gage No. Old Customer Gage No.
409779-1 937055-1 289906-005

(o) THOEFRRVEFE Y — O » b HIPLIRER
S>TERNMILET,

(b) TRONY FLEERHEL, EES1 2B
SEMBLBEIIZLET,

{a) Clean oil ordirt from the die closure and customér
gage members.

{b) Close handle of tool unti! dies are bottomed. Do not
apply additional pressure to tool handles.
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) TEONYVFLEBL{BAL=2zEFERYy -V % (c) With dies bottomed, inspect the die closure using

HOWIEOEFHBOMOTITEAERELCTE the proper customer gage.
LRPs (d) Hold the customer gage in straight alignment with
(d) EHEBr—CRIREEL{—RITEXTRE the die closure and carefully try to insert, without
L. BUERL LLVWEBICAR Iy -VD forcing, the GO member. The GO member must
GO (#Y) =Y %X TNOGO (ikZb) ¥ pass completely through the die closure. After using
—CREFBALTT &, GO member, use NO-GO member for inpsection.
(e} GO (AY) F—VYiI—HIZABZY, EEENE (e) Tty to insert the NO-GO member. The NO-GO
EichAkoTE2ICHDET B3 k5 Thithilk member may enter partially, but must pass
DA, TOLEGO GEY) Y-V NBLL X completely through the die closure. If "GO” member
AEBD2/LTUMAL LV E BT T, enters less than 2 thirds of depth on die closure, it is
FIRICNO-GO (k& D) r—-UZBALTTE reject, If “NO-GO" member enters more than 1 thirds
Vi, 2D ENOGO (kD) ¥—Unx4 2 of depth on die closure, it is reject.
AHBDL/BELEAS L EEFEETT. (f) If the die closure meets the GO gage and NO-GO
() & UEBEFRSRL A AN -T2k DB T gage conditions, the die closure may be considered
2. ZOTRITENCEEE Ak XhE T, dimensionally correct.
(g) TBEZFZA ZAMNGONOY - &GOy —¥ic (g) If you find that the die closure does not conform
AbVIBSIIET) DU, BERKD with GO gage and NO-GO gage conditions, contact
REEIZTEUDITTEN, your local AMP representative.

AA M- Tl KB EREESRE INSPECTION OF WIRE BARREL

CRIMPING DIES

X4 2BEETHL T 548,
HEMATIRBEZEW
Jaws bottomed but not under pressure

o

GO (&) r—-ViiEFE "Go® member must pass completely
DERICHIORBRIZIKTS through the die closure
NOGO (lkEh) ¥—Yid—8AzH, EX “No-Go" member may enter partially, but

FADRERICHENEEIZHET TROTERA

=

must not pass completely through the die

closure
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E Instruction Sheet
[ & =
CLMW kiR BAE 411-5799
o [, | =, mew
O "2 &
s reRMAL mssd
ﬁﬁ _y_ -/f x ﬁi WIRE 8IZE
NDER NGUI
E R R AAEHTAS ﬁ;’;‘;i““”"’“ -
\ P EHhTND ﬂﬁ]fhmﬂs %
() papwr
EMBOSSED WIRE SIZE PARALLEL
%ﬁ'ﬁ' 4 xH SPLICE
ZIFMEhT0ET
B4 X0 >
X T WS
EMBOSSED
WIRE SIZE
z \\. STANDARD ; WIRE SI12E
TYPE % g .E-
I R R
WIRE RANGE ?'y?,? HoLe STAMPED HERE
gl AR 22 [ TRREY e
B T :
AHERTAE FFIE T3
Fig.7
A48 ACCEPT

(DCrimped off end of splice or terminal wire barrel.

DAWG wire size being used matches wire size stamped
on terminal or splice and head of crimping tool.

(Insulation does not enter wire barrel.

@wire is visible through inspection hole of butt splice.

®0On parallel splices, bare wire ends must be flush with
or extend slightly beyond end of barrel.

®Wire size embossed on crimped wire barrel matches
wire size stamped on terminal or splice.

REJECT

@Crimped off end of splice or terminal wire barrel.

@AWG wire size being used does not match wire size
stamped on terminal or splice and kead of crimping

tool.

@insulation does not enter wire barrel,

@Wire not inserted far enough in terminal or splice.
End of wire must be visible through inspection hole
of butt splice, and be flush with or extend end of
terminal wire barrel or parallel splice.

(GExcessive flash or extruded splice insulation {(wrong
tool, terminal, or splice combination used, or
damaged dies)

®Wicked or missing conductor strands.

(@DWire size embossed on crimped wire barrel does not
match wire size stamped on terminal or splice.

Rev B
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4 BERU e 1 8}
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o&Ed{Hi B AOHMEIZER, FAPEhTED
T, L2l BEERCOTEMEET RN ED
EFTDCHEROETIC 28 E LbmRET-TT
X0, FRE—r2EREORT IEEEEERS
Wiz, EFRICCOIRD S 1 AGDTITRAEHAR
L, ¥—5F4 2 Y v T 3Fx v b (EIHEEEE)
BSOUEEERIILEEEHLET,
EREDPEL E3—r A—EOWETIT>TT &
W, MEOSRIL. BREBIE. BEEERMCS
HET, BFHEBELTELIAHD EXA,
LITEERFOER, ERASE, Bk S
LESHTABIROEEEYA X
JfEEBORMOESY
4 BEIROH
5. R MADTER DR ER

4.1 B3R483E
MIRZEET I, CyP)F—-F - Y7
DRE, ATV FORBERHFO L EMHBETO
B LLLTEPOTTEV,
QIBRDEE X 4 A0FEMEE L<RT, &H0
RITPEHEEHELTOEOPBEBLTTE
Vo #A4 ADIRMT LIHE, KiRMND 3 LERER
BicHB L3 ¥, Figsic ¥4 AFAEDHEFORH
EmLET,

WY

JE3E Flattened

R¥}  Broken

4, MAINTENANCE/INSPECTION
PROCEDURE
All tools are inspected and calibrated before packaging.
TE recommends that a maintenance program be
performed periodically to ensure dependable and
uniform termination. Since there is a possibility of tool
damage in shipment, new tools should be inspected in
accordance with Section 4 when received in your plant.
Tools should be inspected at least once a month.
Frequency of inspection may be adjusted to suit your
requirements through your experience. Frequency of
inspection is depend upon:

(1) The care, amount of use, and handling of the tool.

(2) The type and size of the products crimped.

(3) The degree of operator skill

(4) The presence of abnormal amounts of dusts and

din.
(5)Your own established standards.

4.1 VISUAL INSPECTION

(1) Inspect the tool for missing pins or retaining rings.

(2) Inspect the die closure surfaces for flattened,
broken or chipped conditions. Although dies may be
gage within permissible limits, wom or damaged die
closure surfaces are objectionable and can affect the
quality of crimp. Examples of possible damaged die
closure surfaces are shown in Fig. 8

Fig.8

4.2 LUBRICATION

Lubricate all pins, pivots points and bearing surfaces

with a good grade S.A.E. #20 motor oil as follows:
®Tools used in daily production - Lubricate daily
@ Tools used in daily (occasional) - Lubricate weekly
@ Tools used in daily weekly - Lubricate monthly

LTOY Yy, B, BYM-F<ELLTT &0,
B REBNSAE. No20E— # —7* 4 LY ORMshic 6
AL, Tl TEHLTT &,
OBHAHICHALTWARSAS TAEM
O L HERLTW2HBE FflE
OEMII L EET AL 2 EAEMN

EHOHEEES» SR EBMS TT SV, BIFEFIC
HMGEL TS L EEERC B2 RITT I L35
nET,

Wipe excess oil from tool, particularly from crimping
area. Oil ransferred from the crimping area onto certain
terminations may affect the electrical characteristics of
an application.

Rev B
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43 —F4 - HYT SF T o EE 4.3 CERTI-CRIMP RATCHET INSPECTION

TEEHTRDHY—-F4 - 2UYT - ITFx v MBI

(EHHFBE) 3271 AB+TRIBUsh B3R F
xy PRAFRTEBATLES ZEDEVE S BESRT
ZUHBHH0ET,

SFxy blIXDESIZLTERLET.

(a) ARTAHAIERILADLEELEY 1 ADBREHT
HERLT R PEEETVET. COEFHEEN
W, 9F 2w bBSHNBZTIEN Y FLERD
it .

(b) EETEOMEIZ0.0255mmED & A2 HALTE
FHFIALZWEELEZVEAEITSCTHDNT
nwakAaELET,

() &L00BmmEDY ARBATES L2, b
tor, ¥4 A0BARKRTEVEART, &
BETHLERFOORM, BRAAXIIABEZ
THEET X,

5 & iz T

Fig9isiR L =S Rid b BRIC TRATR T, JEXD
vz, TE Fth. EENXRT O OREEIZEEST
T, FhYUAOBRIRE - ERER#ELBIZTE
CEBLT, ELWEEHERITTT I\,

EEIL, TROTESFAFEHMN L TEHOFE, X
BEFHOERMRUREEICBEHUTTTT EN,

r

The CERTI-CRIMP ratchet feature on hand tools should
be checked to make sure certain that the ratchet does not
release prematurely allowing dies to open before they
have fully bottomed.

To check ratchet feature:

(a) Make a test crimping a properly stripped #8 AWG
wire and a terminal. When this crimp is made,
Squeeze handles until the ratchet is free, however,
DO NOT RELAX PRESSURE ON TOOL
HANDLES.

(b)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 0.025mm or less.

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

S.REPAIRS AND ADJU N

The parts listed in Fig.9 are customary-replaceable.
Order replacement parts through your TE
representative. Parts other than listed should be replaced
by TE to ensure quality and reliability of the tool.
Tools may be retuned to TE for evaluation and repair
with the description of the problem.

AMP
TYPE-W
76.2mm 0 O _averre-y
(EA%AHHHACRLE &) ) Qe
(Close) 0
1 2
Item No. Description Qty. Part No.
= B B HBaEs
1 |Ring Retaining &5 >4 4 720666-3
2 Ring, Retaining {&§FY) & 2 720666-6

Fig.0

L>4

COERFHHICIYEREESNTEY. . BEICISLERSNET,
REOYETICEL TR SHAZEIBBLELETEN,

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