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INTRODUCTION:

This instruction sheet covers crimping pro-
cedure and maintenance of AMP Double Action
Hand Tool, P/N 755339-1 for crimping Multi-
interlock connector contacts of the part
numbers shown in Fig. 2. Read this instruc-
tion sheet carefully, before you start crimp-
ing.

Use the loose piece contacts only, purchased
as preformed loose piece from TE, and pro-
ner size of stranded copper wires as speci-
fied in Fig. 2.

CRIMP SECTION:

This toel has two crimping sections.

To select proper crimping section:

(a) Check your wire size and contact numbers
you are going to crimp, and see if they
are applicable each other.

Match the crimp symbols in Fig. 2 for the
wire size you have chosen. These symbols
must correspond with the markings siamped
on the tool head. Mismatched application
will result improper and unstable termi-
nation.

WIRE STRIPPING:

Strip the wire end in the length shown in
Fig. 2. Do not cut, nick or damage the
strands when stripping.

CRIMPING PROCEDURE:

(a) This tool having CERTI-CRIMP* Ratchet can
assure you constant and reliable wire
crimping.

To open handles, close them and squeeze
until the ratchet releases. Note that
once the ratchet is engaged, the handles

(b)

Ratchet

Upper
Crimping
Jaw

CERTI-CRIMP~

Crimp
Symbols
Upper
Crimping
Jaw

Rear of
Tool Head

Fig. 1

Contact Part Numbers

Crimp
mmz

Loose Piece

Wire Size

Insulation
Diameter

Range mm

Symbols

Strip Form

(AWG)

égsgla@ion
Length ¢
mm (Ref.)

Wire
Barrel
Crimp
Height
mm

2.1-3.0

2.6- 3.4

3.5-4.0

L 25- 1.37

1.68-1.79

A

2.16-2.85

2.65-3.43

3.5-4.0

.25 - 1.37

1.68 - 1.79
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(b)

(c)

{a)

(e)

can not be opened until they are fully
closed.

Insert the contact into the crimping area
as shown in Fig. 3. Cautions must be
taken cared that the wire barrel and in-
sulation barrel of the contact are placed
on the right position and direction in the
area respectively.

Squeeze handles to close jaws to retain
contact lightly in place.

DO NOT DEFORM CONTACT WIRE BARREL AND IN-
SULATION BARREL AT THIS STAGE OF CRIMPING.

Insert siripped wire end into the barrel
just enough to be seated in the right po-
sition.

Hold the wire in place and finish crimping
by closing handles as far as they go, un-
til CERTI-CRIMP Ratchet releases.

Insulation
Support Crimping,/
Jaw

Wire Crimping
Jaw

Crimpin
Barrgl gf

Contact

(f)

Open tool handles and remove the crimpe
ed contact from the tool head.

MAINTENANCE :

Lubricate all pins, pivot points and
bearing surfaces of the tool with motor
oil of good quality. (SAE #20 or egui-
valent may be recommended.)

Brush or wipe dirt off from the crimping
surfaces and oil to prevent them from
stains.

Ask TE field engineers to calibrate
handle pressure and crimp heights of
the jaws after long period of use, in
order to maintain the tool in good con-
dition for correct and reliable crimp-
ing.

When not in use for a long time, close
the handles and keep in clean, dry plaec,
Never attempt to throw over the floor
or onto the work bench, and do not
strike things with the tool like a
hammer.

Replacement of parts other than retain-
ing rings, pins and spring, must be
done at TE Factory, because fine ad-
justment of handle pressure is required
with respect to the replacement of
crimping parts.

In case of any abnormalities taking plaec,
ask your supervisor to take care of the
tool.

. REMARKS:

Rev C

}‘tion Application Specification No. 114-5004
Strip-
Align the contact ing
wire barrel in the Length
correct position Rear of See Fi
in the crimping Tool Head > g-
area. .
Fig. 3
Crimped contact must appear normal and
neat with the rear bellmouth formed out
in the range of dimension between 0.2 and
0.7mm -as shown below.
1
M 0.2 - 0.7mm
Fig. 4
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