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AMP* DOUBLE ACTION HAND TOOL,
FOR CRIMPING PG AND PIDG TERNINALS

AMP* PG, PIDG i FEERFIINT I aVFEITR
TOOL P/N: 409775-1, 409776-1
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PROPER USE GUIDELINES

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

AMP* Double Action Hand Tools P/N 409775-1,
409776-1 shown in Fig.1, are designed to crimp
AMP PG and PIDG terminals in Fig.2 onto stranded
wire sizes No.22 through 16 AWG and No.16 through

14 AWG each other. READ THIS INSTRUCTION
ANUAL THOROUGHLY BEFORE USING THE

HAND TOOL.

EEg(R Crimpdies

#BHFETES S Insulation crimp height

LT3 HEE adjustment pins
CERTI-CRIMP* H—F5s oL
Ratchet EFREEE
Color codes
Fig.1
EREH 4 X WireSize | EiFHE © % £ &(mm) Insulation Stripping Length
TERE mm? PGRUPIDGHRT |PCRUPIDGRE BIEHK T
Tool Numbers (AWG) PG&PIDG Terminals PG&PIDG Butt Splices
409775-1 0.25-1.6 5.2-6.0 6.4-7.1
(#22-#16)
409776-1 1.0-2.6 5.2-6.0 6.4-7.1
(F16-#14)
Fig2
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2. |=

ATHICIH, BFCERLEZFTHTARAEEEREE
EEZETHIAADTBY S0 THAARRATH) ., EH
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N RV, =T 4 7Y v T ENRMIBRESY
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N BNCIFigt Rt X 5 KBESF T TH D,
BETHABTFOEZEBOBL-FHLTWITHL,
TR ERErHTre SHEREVET,

2. DESCRIPTION

These tools consist of a set of wire-crimping jaws, a
set of insulation-crimping jaws, locator, insulation
crimp height adjust pins, CERTI-CRIMP* Ratchet
and handles.

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

These handles are equipped with CERTI-CRIMP*
pressure regulation equipment.

Once it applies this equipment, unless respectively
suitable load is added, a handle will not be released again.

The handles are color-coded to indicate the proper
terminals to be crimped. The color code, shown in Fig.
4, 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.

I\ KL &S Handle Color Codes

TERE T 1 X (Wire Size) N> KLens
Tool Number mm? (AWG) Handle Color Codes
409775-1 0.25-1.6 (#22-#16) 7
409776-1 1.0-2.6 (#16-#14) =
Fig.4

3. TERD By

BRI TEREETIRTETOBEDERUCE TR
PEALT, HEORSIZHB LB TEIRTIUL
AhERA, BERFg2lLRTEBNTT, HHEL &
EIckoT, BRo—MEYo/ich, BEDT L
IIEHEDEBELTT SV, BooniE#ELLY
LTV EEA, SHRIZE- ECICUI A TH S
7,

3. INSULATION STRIPPING

Wire end must be stripping to the proper length, prior
to crimping. Remove insulation as indicated in Fig.2.

When stripping, Never CUT por NICK the conductor.
Care must be taken not to damage the wire.
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4 FREQEIE
4.1 D

(a) TBIE, y—=F4 70y +EHRHERBHO
TVWAHDOTEFRY a— 2R KRk, 7F =7 b5t
NBET, NUFRE—HIEBIET, SFzv bt
Hndeny FVRNSFCHEET,

(b) TROEEY a —IIRTIRHEKFLEEY s -T
EL{kaF . (Figs (a) () () =8).

() "V FLVEBL{HALT, RFPERTFEEFY 3 -
THRATEDTEEE T, SO ZERATHEHRTER
BETRVWITEETA, RIPHETIRIORKTRE
FEETIRWTIH A

@) AtV 7ERLERERTFELRBRFOLR
EFRICBALET,

(c) BREZOPFICKALTETIF = v FRHKT2
FC—MIINTY FLZBLE T,

(f) 2477 DMWBEEETZICI, BRTLENL
THEEPIAEFY s -4 T T, b LEKFOM
XETrohhwniEn, TRELEELICLTRAZ
. EEFML, EBFME (b). (). (@). (e) &
hELET,

4.2 xEhHiEHT

22 X B DEBHF IR PRBIEPNRAA LM &G & D
L OLLEPEHRICE o TWE b o02EHAS N ¥
To MAFENIDRFEFETFOLBICO Ty — 75D
RAT, TOTIHERFIEFBCEETELITOT,
LREDFRTEELTTFEW,

M&ELD S DIRLFEPEFKIC2oTWT, BY

— ¥ PRETEFEALS, U r—F DR TVESNLT
Wh A LEZEER ) A, EHEORI. ERE
HPLERHEBH I OEFRERFT T, ¥4 AHE
L FNFRDEACKLL L IBEPDTTEN, E
FEOERIEFHEZED) T4 A,
BhiLizoyr—2ix, EFREDLIHOMEBCH
UBD T TBWTT &, (Fig. 688)

4.3 BOFZIK

Fig. 7@ &7 b)OAF o TEXZROBIKEREL
TTEW, [4f%] LEREATVBLEELHALT
VA FRRHETOREEALTT &V, [FEE]
O TFPEHRTFRETIAVWENTT S,

4.CRIMPING PROCEDURE:
4.1 CRIMPING OF TERMINAILS:

(a) To open the haadle, close them by squeezing

until the CERTE-CRIMP Ratchet releases. When
released, the handles will open automatically.

(b) Place the terminal in the crimping die, in the
correct position, as shown in Fig. 5 (a), 5 (b)and 5
(c).

(¢) Close the handles lightly, just enough to hold the
terminal in place. DO NOT CLOSE THE WIRE
BARREL STRONGLY. Terminal must not be
deformed at this stage.

(d) Insert stripping wire end into the wire barrel of the
terminal until it stops in the bottom.

(e) Holding the wire in place, close the handles
strongly as far as they go, until the ratchet releases

() Remove the wire-crimped terminal from the
tool. This completes the crimping. For crimping the
terminal on the other end of the securely fixed wire,
turn the tool {o have the handle side farther, so that
the terminal will be positioned in the die easily.

4.2 CRIMPING BUTT SPLICES:
There are two types of butt splices, being available.
One type of them has a window recession in the
middle, while the other has not, The former type can
be crimped by the hand tool rightly as is, since the
locator engages on the recession. However, the one
having no window recession in the middle cannot be
done so, since the locator interferes the splice from the
correct seating in the die at the reversed position.
Therefore, before crimping the butt splice of having no
window recession, remove locator, by screwing the
locator. At this time, be careful not to lose the spring,
set inside the focator housing.
The crimping without locator should be done, with
proper care to place splice in the correct position in the
die, so that the wire barrel and insulation barrel will be
applied correctly for crimping respectively.
After completion of crimping, the removed locator
must replaced as it was before, on the tool. Refer to
Fig6.

4.3 INSPECTION OF CRIMPED TERMENALS

When crimping of terminals is completed, the crimped
terminals should be inspected according to the
acceptance criteria as shown Fig. 7 (a) and 7 (b).Use
only the terminals and splices that meet the conditions
shown in "ACCEPT" column."REJECT" terminals and
splices can be avoided through careful use of
instructions,
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PGRUPIDGRTFDEH

Fig. 5(2)

ATy T EPGEE ADEERTOEE

Fig. 5(b)

PGR ¥ A bEERTFOESE

R L&D
uy— &y

Unscrew, and remove locator

CRIMPING OF PG & PIDG TERMINALS:

IRTFOEREEL &
Oy -2 ITREYTS
Front edge of the barrel
must align the locator

CRIMPING OF STRANDED PG & PIDG SPLICE:

O —2LEREHTS
Front edge of the barrel
must align the locator

CRIMPING OF PG BUTT SPLICE

BRT O B IEEHAN

AES Y 3 DA 51.6mm
T
Fig. 5(c) The end of splice protrudes
1.6mm, beyond the edge of
insulation crimping jaws.
AT 54 AEFLORREIH

CAUTION FOR CRIMPING BUTT SPLICE

g

itz thi a5 %2734 213,
ZHDEIEHFHERT T,

The butt splices with the center window, can be crimped as is.

(Lacator engages.)

——

RRIZPIVAZRD LW 75 4 X3, FiglliZR &
RTCRBAZ V21— %TV YV FTHULTEEL
3, Figlld a7 v 72 HREBR K S LT R
Txn, EFREBURH T TE0TTEN,

Fig.6

The butt splices without the center window, cannot be crimped
unless first remove the locator after screwing screw shown in
Fig.11. Be sure not to lose a Spring shown in Fig.11, when
removing. Replace it when finished as is (Locator engages.)
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ACCEPT A DOT CODE (1 OR 2 DOTS) MUST REJECT
APPEAR ON ALL CRIMPED ITEMS
Ly et

EAZESEEBISENy b=—7
() v Telithid

PIDG&PLASTI-GRIP TERMINALS

2 PIDG RUF
I —-—':-—L‘—..- —_" PG &F

|

\
:

N
P N N N W . Y A

®

PIDG
RESUHEET

PIDG BUTT SPLICE

Fig. 7(a)
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ACCEPT &% 1

a8t
ORFEEESHIEBELIML TS,
QEHFOEREFy F—7 QHAELENIELV,
QOBBF A XN — 3 FNH A4 X (FENBR) ceX
LTw3,
AEMERHOPLTCEE SR TVS,

PG BUTT SPLICE

PG R & SXEHRT

TAX¥AbwT
WIRE STOP

Fig. 7(b)

ACCEPT
@ Insulation barrel is in firm contact with insulation.
@ Correct color cade, dote code, and tool combination.
(3 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.}

WwFHAX WwFOE Fvbe—270%
Terminal Size | Color for Terminal | Numbers of Dots
#22-#16 7% Red. 1
# 16-# 14 # Blue. 2

AL VBB H A0 UIPLEERTV S,
O ZELERFETOHE, ER/F 74 YA L
TETRWTVD,
QBN EBREFR T TAo TRy,
@GHANA D, Fohi-h LTwiv,
QRBED ) BTV,
&1
OEEEEBIEBENRHT T2,
QFFOELEFy bv—2 DA EHENES

Twa,
@EHT A XFBFH A X (QENBIE) LeHLTw
2V,

@ERIEBFLENNTEF ST S,

OERFERERBICTES A2 TWEWTEFLT
(P8

GBEDNNYFREELTVE,

QBEBEFTREFHL I CAoTVE,

@A, Eohihb LTwna,

®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.

{2 Wire insulation does not enter wire barrel.

® No nicked or missing conductor strands.

® No excessive flush or extended insulation.

REJECT

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

(@ Wrong dot code,color code combination.

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

® Crimp not centered on wire barret. (Terminal was not
butted against locator.)

&End of conductor is not flush with, or extending beyond

end of terminal wire barrel. (Check for comect strip length.)

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

@ Wire insulation entered wire barrel.

@ Nicked or missing conductor strands.
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6 of 9



——

connectivity

IikEREAE

Instruction Sheet

411-5796

REVEHEL TV 2,

Broken comer

Chipped edge

Fig. 8

COFHTAEORBOEESE S L ROIBPIHEET
ALk TT, AETLHLERTAOE 2R
FEORCHFEALTTSV,
OEAE Y ORNOIRAVWEROTRICEAL XS,
QORFI-EEBETFEEEREY 3~y PLTTFS
Vg
QEHBEA LY v 7L TR EVT L Y ERFOA ¥
Ab—Ya NIV RSIEERLFTTHAL
TF &V,
BE IEEFAIEF) LETEAROEFILT
BwiFEga

AE EEY s -CAEEITTINERBITALD
BEEVORDNoIE N0 2R ERATEZ
PHERLIET,

@EET A PEITOEE LR TFRUERTFERD R
E,AVAL—=Sav ) v TOEEEToCTE
v, —ET7AVYEMBICHEITTT v, BHEFEL
WRFRIANA VALY a Yy TIAYXICLoA
PEEERTWBIERTTT,

Ob LT7A¥YPEBFILRERFP LRI L6, FE
EYDRENo2OMBISZELRAATT &V

OELIEEFFA 2T, EElnd YAL—3
YTy THEONRLETHELSLEDELF>TT
SV, RLTEILVEBFL D DALY EEo0
REIZLAWTTEW, |FOL VAL —Tarsy
N 7OREFELFB LB TLTToTTFE v,

45 FETEOBE

ROFHTROBIRREZToTT SN,

OFREDEFHC I TF—= v FY Y I REVHRELT
WEWPERLTTEV, H LE&IRITTWAZ,
BIBHH LBEBMmRXMEToTCTE, 158
EGHEBEIILTTS N,

QESHEHOBERBRELToTTE Y EF V4R
ARIF T Wiz )| {52 H 2 BEMATIRET-
TTEY, EEFA BN, REBFY {4 ADK
mLichsre, EEMRCHEELI T, Fig. 81k
HEYAABOEH, RBOFERLET,

ANKIEL T 3,

4.4 INSULATION CRIMP ADTUSTMENT
The insulation crimping section of the hand tool has
three positions: 1 - Tight, 2 - Medium and 3 - Loose.

(1) Insert insulation crimp adjustment pin No.3
position. See Fig.1,

(2) Place terminal or splice in crimping jaws as shown

Fig.2.

(3) Insert UNSTRIPPED wire into only the insulation
barrel portion of 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.

(4} Make test crimp, and remove crimped terminal or
splice and check insulation grip as follows: Bend
the wire back and forth again,

(5) If wire pulls out, set insulation crimp adjustment
pins in next tighter position NO.2.

{6) Make test crimp, and repeat adjustment necessary,
until desired insulation grip is obtained. Do not use
atighter setting than required. Always make certain
that both insulation crimp adjustment pins are in the
same position.

4.5 INSPECTION HAND TOOL

(1) Inspect the tool for missing parts or retaining
rings. If parts are missing or defective, replace
them. Refer to Section 5 and &.

(2) Inspect the die closure surfaces for flattened,
broken or chipped condition, Although dies may
gage within permissible limits, worn or damage'd
die closure surfaces are objectionable and can
affect the quality of the crimp. Examples of
possible damaged die closure surfaces are shown
in Fig. 8.
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THREEROy— ViRE HREAEESOr - VRE

INSP T1
RRE DIEW

F B
IE GAGE:

AGE:

Wire barrel jaws,
bottomed but not
under pressure
NY FLEBC & 2ICREE
EHEHDY 3 —3EVTW B2,
HichEAhEnwTHliETS

“GO" member must pass
completely through the die closure.

T S GO GBY) ¥—VRER L4 2
DAREBRTLIL
g%-,. L= § “NO-GO" member may enter pariially, but
L ) — raust not pass through the die closure . r T {
9 =i EZ NO-GO (3 D) #— VDKM
A RABHBEACEYL 2R
Fig.9@  Tidasxn Fig. 9 (b)
4.6 KX —< 4.6 INSULATION CRIMP ADJUSTMENT
o= JBRAEF 10ICRENB S — YA, TRR®  The tool should be inspected for correct die closure,
FER > TEELTT SV, using the gage shown below.

QEHXY 3 - DERBPEETHETNY FVEHL
ij-o

@GO GBh) y—IREXRBIFAL, T0LE,
Fig9 @ RUMIKRERTVWA LI, FRILF—
THALTLEHRLTCTE, GO (Hh) ¥—
DY TA ARBOIBUTLAAS WnE SREHE
T7a

@KINO-GO (kFH) F—VDFEHBICALLE
CERMALTTRW, 0k %, Figd @ BRI (b)
RRERTWA LI K, EESAYIOQD—BICT—
UNBAThhTVELAD, EEIEAL Tk

(1) Squeeze the handle until the the edges of crimp
jaw touch each other.

(2) Make sure that "GO" member must pass through
the die closure, shown in Fig.9 (a), (b). If "GO"
member enters less than 2 thirds of depth on die
closure, it is reject.

(3) Make sure that "NO-GO" member must not pass
through the die closure. The end of gage may enter
partially,but must not pass through the die closure ,
as shown in Fig.9 (a), (b). If "NO-GO" member
enters more than 1 thirds of depth on die closure, it

T3 €A, NO-GO (IbED) ¥—IH¥ AL ARH is reject.
DIBUEAS EZRERTT,
FEHIENF IS — ¥ No. [BEZZ S — S No.
Customer Gage No, Old customer Gage No.
Tool Part No. | #8845 — ¥ No. |HEERRY — UNo| TREBS —IUNo. | EERESY — I No.
Gage No, {Wire) Gage No. (Insulation) Gage No. (Wire) Gage No. (Insulation)
409775-1 937048-1 937049-1 289903-025 2899035-001
409776-1 9370350-1 937051-1 289903-001 289905-002
Fig. 10
Rev B 8of9
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5. & =¢
TEZ2HEBELRLEETHAIRWAZII 2 8I0RD
EEBFHIT SV,

(a) TRE®ITAY, roy=—RKbhicERALR2W
TTEN,

(b) Fig. WCRLZUSNDBFEEALLD., HED
EXFBPANOBEFEEZLRVTTE W,

(c) ¥v. EFy FE0EHRUIMCIZEED (SAE
No.20F (E—7 A4 N)) BEEZBMMESLT
Ty,

(d) TEOERZIIEER L FICHHATHRNT, &
U3 X ¥k EETAEEbIC. EF
YA AR THABALZVESI A FL 2R
THWTTEN,

(&) V74=r7y v of@xkEUN oI ENHE
BTEOMELEETA-HIE, FLWEEES

BT &,
6. EBL TR

Fig. INRL AR BERTERTHET T, LU
NoMRITGHH - EERTFERT -0 TEDTE
GEELT, ELVWEEL ST TTFEY,
TEQBER, BE. RSO TELCEALTHE,
LHOERT, EEFCEHL2TITEY,

5. MAINTENANCE

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

The following cautions should be observed.

(2) Do not throw nor drop the tool onto the fioor, nor

strike things with tools.

{b) Avoid crimping terminals of the sizes other than

instructed, as shown Fig.1.

(¢) 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 using wipe the die surfaces, and close
the handles for preventing foreign matters from
entering into the die.

(e) For replacements of the parts, other than noted in
this instruction sheet, take proper adjustment for this
tool.

6. REPAIR AND SPARE PARTS
The parts listed in Fig.11 are customary-replaceable.
Paxts other than listed should replaced by TE to
ensure quality and reliability of the tool, Order
replacement parts through TE representative. For
repair and adjustments, send the tool with a written
description of the problem to your TE representative.

NO. | BRES e R
Part No. Descriptions Q'ty
I 720666-3 Wyq4 =>4 .14 Ring, Retaining 4
2 720666-6 Y54 =% .1% Ring. Retaining 2
Fig. 11

COERFHHICIYEREESNTEY. . BEICISLERSNET,

EHOBETICEAL TIHEAXECESBLEHE TS,

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