Instruction Sheet
kiR BHE

TE

connectivity

411-5860

18 NOV 2013 Rev.B

AMP* Double Action Hand Tool for P.I.D.G. FASTON
P.I.D.G FASTON FH AMP* £ )L 753V FBIERE

TOOL P/N: 90009-8

T RO TR
FHTRAZREEE G, REICEOHEET 3 L AR
CHBES LB LB ET, TE OFH LR,
frsr. BfE. DEEEOBIERLTCTEN, TER
BEROEHZIZAD &S CBRCWTIE, 594
LT ET,

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.
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1. INTRODUCTION

This instruction sheet covers the use of TE Hand
Crimping Tool listed in Fig.1 P/N 90009-8, which crimps
AMP*P.1.D.G FASTON terminals listed in Fig.2.

READ THIS INSTRUCTION MANUAL CAREFULLY

BEFORE USING THE HAND TOOL.
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units Figures are not dimension.

Also refer to the application specification below.
114-1002

2. DESCRIPTION

The BACK of tool has "AMP" marking on the link. The
FRONT of tool (Wire Side), into which the wire is
inserted, has the wire size marked on the link.

This tool features a terminal locator, two insulation
adjustment pins, and CERTiI-CRIMP* ratchet.

The locator is spring loaded to positicn and hold the
terminal in the tool.

The insulation adjustment pins are used to regulate the
crimp height of the terminal insulation barrel.

A CERTI-CRIMP™ Ratchet on the crimping tool ensures
full 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 crimping dies bottom before the

CERTI-CRIMP ratchet releases. This
design feature assures maximum
electrical and tensile performance of the
crimp. DO NOT re-adjust the ratchet.

Receptacle (Opened Portion)

Insulating sleeve

MURHE R Y — 7

Note: Not to scale
R FTBTHRE S hTOE LA

DR 2P

Wire barrel
BHREE B

Insulation barrel
ber o253 P A
Wire strip length

Insert wires in terminal as shown above

AboTRE BT OREIIA 545
BRI X WTES wHBLERSE
(Wire Size)
(AWG) mm?2 Terminal No. | Wire strip leng@ (mm)
14-16 1.25-2.27 170604 476
Fig.2
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DR S A Y F-3: AT
Opened portion of receptacle

TEORM (BHFAM)

FRONT of Tool

a4y —%Xay kb
Slot in locator

T — y R Z
Locator base
HEREBER) - THOr -y EEETD
IIEMLCOr—Y %I T Insulating sleeve butts against locator
Press here to raise locator

Fig.3
3. FEDEIE 3.CRIMPING PROCEDURE
FHLRIZIEAERLEIVEN D Each hand tool is coated with a
g -4 v e h T preservative to prevent rust or corrosion.
9, TEZMIHT301IC 2 Db Wipe this preservative from the tool,
F.ORICESER» S, BDBWTT particularly from crimping jaws, before
&, using the tool.

HREEEEBOREHL. 4% EECTE.. U
RRELTT X0, Refer to Section 4 for information on the
insulation crimp adjustment.
W) e A% A CTFig.2LFig34s &MWL, T
DFMBIZRE>TIEEET > TTF &y, Select the appropriate terminal and refer to Fig.2 and
Fig.3 and proceed as follows:
1. Fig2ll i 2 h T 2 TERICEROMHZ %
EfT > TP &V, BHISEHE D 2D 1.Strip the wire to the dimension provided in Fig.2,

ERITEOCEIFBLTT X0, being careful to avoid nicking or damaging the
e e conductor.
R 150> b 3 KHPIRO K 2R
b merEn. NOTE Do NOT use wire with nicked or missing
conductors.

2. TROZWAFRCHL &S KHk->TT &
Vi, BEIFAMAEEAS XS ADET,
ERITAR AR vEy 2. Hold tool so FRONT (Wire side) is facing you.
3. LROY—F 4 7Y ¥ FIEIREIRE v A
PoTndins, —HNY FALEBCTH 3 Make sure ratchet is released - squeeze tool handles
TEDEMA. 5F 2y P ERKRXETH together and allow them to open FULLY.
YRR EES.

4. Raise locator and insert terminal into slot, making

4, B2 ) —Thur—IcEEY LD, E sure opened portion of receptacle is turned away
HRRICHET A I ICMFEEEET, from locator base.
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MiEEERERBETIC LoD EREFL
Tk ¥ A,

4NV FLRREBL-E ZHTF RGNS
BREIE-STTEW, ZZTHRTOINLL
AR ECEVTEEA,

5 REE/ARE

TEOMRREER EUWIREBIZHERY 2 2012,
TP ERGICRTREL Shd XD ICEHi%
VT, BT EhaZLiBEOBELET, THIZ
WH—-MP e L, LEOHHREE 2R
W54 MWL CEEL SR EREL T
T,

OHEHR. BRFEOBIRI. TEOHHN ik
QHET BT O TR E R
OEEEDOEFEOIEMORTE
@TEERIEIZ B IR D FEDO A

O —F—RBFE T 5 EH AU

5. Position terminal so insulating sleeve butts against
locator and is centered on crimping jaws.

6. Insert properly stripped wire(s) into the terminal until
wire insulation begins to wedge against terminal
insulation barrel, or until wire insulation butts against
terminal wire barrel. Wire end should be
approximately flush with wire barrel end.

7. Hold wire in place, squeeze tool handles tegether
until the CERTI-CRIMP ratchet releases.

8. Allow tool handles to open FULLY. Raise locator and
remove crimped terminal.

4. INSULATION CRIMP ADJUSTMENT
The insulation barrel crimp height is regulated by placing
the insulation adjustment pins in one of three positions
(1-small, 2-medium, or 3-large) .

Determine the proper insulation crimp setting as follows;

1. Place adjustment pins in No.3 position. Insert
terminal into according to Paragraph 3, Crimping
procedure, Steps 2 through 5.

2. Insert UNSTRIPPED wire into terminal insulation
barrel. Crimp terminal and remove from tool.

3. Check insulation crimp by bending wire back and
forth once time. If wire pulls out, place adjustment
pins in next smaller position and repeat these
procedures. Crimp should hold wire insulation firmly
without cutting into it.

4. Close the tool handles until the terminal is firmly in
place. Do NOT deform insulation barrel or wire barrel.

S. MAINTENANCE / INSPECTION

PROCEDURE

AMP 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:

(D The care, amount of use, and handling of the hand
tool

@ The presence of abnormal amounts of dust and dirt.

(® The degree of operator

@ The presence of abnormal amounts of dusts and dirt

® Your own established standard
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All tools are inspected before being shipped;

Howaver, 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.

5.1 Daily Maintenance
1.Remove dust, moisture, and other contaminant from

the tool with a clean brush or a soft lint-free cloth. Do
NOT use objects that damage the tool.

2.Make sure that the proper retaining pins are in place
and secured with the proper retaining ring.

3.Make certain that all pins, pivot points, and bearing
surfaces are protected with a THIN coat of any good
SAE 20 motor oil. Do NOT ail excessively.

4.When the tool is not in use, keep the handles closed
to prevent objects from becoming lodged in the
crimping are and store the tool in a clean, dry area.

DANGER Do not throw nor drop the tool onto the
floor, nor strike things with tools.

NOTE Avoid crimping terminals of the sizes

except Fig.2 and crimping are which
does not meet spec.

5.2 Periodic Inspection
A. Lubrication

Lubricate all pins, pivots points and bearing surfaces with
a good grade S.A.E. #20 motor oil as follows:

@7Tools used in daily production - Lubricate daily

@®Tools used in daily (occasional) - Lubricate weekly
@Tools used in daily weekly - Lubricate monthly

When excessive oil from tool, particularly from crimping
area. Qil transferred from the crimping area onto
characteristics of an application

B. Visual Inspection
(1) Remove all lubrication and accumulated film by

immersing the tool (handles partially closed) in a
suitable commercial degrease that will not effect paint
or plastic material.

(2) Make certain that all retaining pins are in place and
are secured with retaining. If replacements are
necessary, refer to the parts list in Fig.7.

(3) Inspect the crimping area for pitted or chipped
surfaces.
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4 NV FPRESFy FHBBRTSIETEHL.
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HELTWE0T, Z#RE-IZBEHROLEDS
HOET, HHEL T 58, EERMELE
BEIE < OHFORM ., B X 23RBS
ETLEREESTTFE N,

C. & 41 ZE & DEFIRE
A & 4 ZDMARO kI, HATRNHIEH
BLTHD &S, THAPRSEDETE, &
SR R U THER R DT R D 22 A,

FigdiZRg@b/ibg oy - Y &AL, BTo
FHIZfE > TREET > T T EW,

LV ENMETF 2y PHBEIRTSETEHAL.
N FLE—MIZHEET., F4 252V
X, BT ESr-CEHAVWTCEXLANE
T, ZOBREINMA XD &4 AZHE
ETEOTTE N,

B4R ERGWEE S, BMT B HN
THEEEFANET, T osr—22H{THL
EFT»s. GO BD) ¥Y-UEBLTAZ
¥, Fig6%# BB LTTFXw, GO GBn) ¥
—PEEE BRIZESES 4 A0 T
BiThiZhDEHA, EZTORNETL AR
HO2/3LLF LA E ZEARESBTT,

CRIENOGO (B D) =V % 44 ZIIHT
7, NO-GO (k&) =P oRgsmEr—
CDHRIZAD ETH, BOETTEINWTERA,
ZDFERE A ANHDL/3EL EAZKIZRERE
7,

(4) Close tool handles until ratchet releases and then
allow them to open freely. If they do not open quickly
and fully, the spring is defective and must be replaced
or repaired. Return the tool to your local TE for
revaluation and repair

C. Crimping Die Gaging Inspection
This inspection requires the use of plug gages

conforming to dimensions.

To gage the crimping areaf(s), refer to Fig.4 and proceed
as follows:

1. Close the crimping area by squeezing the tool
handles together until the crimping dies have
bottomed, and then HOLD the tool handles in this
position. Do not force the dies beyond initial contact.

. Align the GO element of the gage with the
appropriate crimping area to be checked. Refer to
Fig. 6. And Push the element carefully without
forcing. The GO member must pass completely
through the die closure. If "GO" member enters less
than 2 thirds of depth on die closure, it is reject.

3. Align the GO element of the gage with the
appropriate crimping area, nd 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.

SUGGESTED PLUG GAGE NO.
WRF2S559 -0

WIRE BARREL
CRIMPING
CHAMBER

GO ELEMENT

NQ-GO
ELEMENT

Bn¥-9 k9 ¥-9
SREERS - JER
ITE%S Plug Gage Diameter Dimension (mm)
Tool Number By A - Go IEE 45—, No-Go
90009-8 2781 oon 2908 3018
Fig.4
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4. ELW7 37y -V ZRGWTRELIT-o T3
CLEMERLENRL, ThEPROEEHICE
WY - VOREFE#T-o-TTE0, 8D
(GO) /IEE B (NO-GO) ¥ —V afE-TH 4
ZADEEBX*HBLAERABETRE S
DThHEL, ZOTEEZAKE LTHATS
ZeMRHtRET, LABER, ¥4 20H
AREABETENT L83 Gho FFERE
DOYEOKRM., FIEE T EERE CHE
T &0,

T35 - VOHHABFEIZOWLTOEMERICD
W, B OB E [4087424 #BBULUTCTF
XUy,

4. Repeat the gage inspection procedure for each
crimping area, making sure the correct plug gage for
each inspection.If both wire barrel and insulation
crimp die closure meet the GO, NO-GO gage
conditions, the die closure may be considered
dimensionally correct. If you find that the die closure
do not confirm with GO, NO-GO gage conditions.
Contact your TE representative.

For additional information concering the use of the plug
gage, refer to instruction sheet 408-7424.

Insulation barrel die

WHEEEHL 1 X

Insert end of gage into space
between insulation barrel die and
wire barrel die

WEEER LA X L EREFDS
»f:(cDF'iLx/\ Y -V DFetm

Wire barrel die

WAREE L 4 R

Fig. 5

DHy—F4 VYT - 5F 9 s OBRE
TEDQFHTLTRIZF W TWEY—F 4203V T -
TFxzy MREFA ZANEBLIZEHC BRI I
ToaZliExhtdthEsh i, £4 X
OB EF 2 v 273 57-D120.025mmD ¥ & (F
EEryr—v) 2¥BLTCUTOFIEBTRELCT
iy,
Y—=Fq 207
ETHF->TT &0,

"7 F oy FOREFEELITON

1. TEOWEABEY 1 XOREADEHLPIDGS
BOHERLTT X0,

2. 3HD [EEFIE] FME2A551IcmEh3dh
ETHESRMICPIDGE E#RA £y P LTT &y,

D. CERTI-CRIMP* Ratchet Inspection

Obtain a .025 mm shim that is suitable for checking the
clearance between the bottoming surfaces of the
crimping dies.

To inspect the CERTI-CRIMP ratchet:

1. Refer to Fig.2 and select a terminal and wire
(maximum size).

2. Position the terminal in the appropriate crimping area,
according to the method described in Section 3. through
2to 5.
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GAGE MAY NOT BE INSERTED IN
EITHER SIDE OF TOOL WHEN GAGING
WIRE BARREL DIE
BBEERI BTy 374 2ZRBDO L
DESICEFA By

PLUGGAGE 7744 -9

AR E B8 D
INSPECT] OF WIRE BARREL
GO (Bh) r -V BEEIL4 AD =
—
ASEERTSZ L —_—
e —3
NO-GO (k% D) ¥ -9 D5z s —_
——
4 RIZABAE LR 24 2 &0k
HTidunitin

Fig.6

i
1

IR

Tool

Wire Barrel Jaws Bottomed But Not Under

Pressure
NYEARRACLL EEROY 5 — 3L

TWBHA BIHEAREVLTHETS

- ORE
IMPING DIE WITH GAGE.:

Go" element may enter completely

through the die closure

"No-Go" element may enter
partially, but must not pass

completaly through the die closure.

3. BREBEEIEIRET, 7F 2 v M TR
BMhB2ETNHY FLEE-TT &N, TR%(Z
DIRFBIZ L, BABRITENER-THE 4 Z# %
U7-3REEIZ L T T &y,

4 T4 ZAOU s T 2D TERMEF v Y
LTTF &, 3 %820.025mmBA T TH AL
(YARALETRIE) SF v MIBEEEL
BLTwET, TX/E50.025mm& ) K EVE
ARFARBELAThELS KNDT, 5HD
[ ]| 2B L TRFOOLALOKRML, XiE
ERIEERETTHEETEY, FEKFHT
ARIhe ORERGLME L B4, SAE20
YT AR E ST AL AL TEhN
BATLTREERFEEELOIHOTT &0,

3. While holding the wire in place, squeeze the ool
handles until the CERTI-CRIMP ratchet releases. Hold
the tool in this position, maintaining just enough
pressure to keep the dies closed.

4.Check the clearance the bottoming surfaces of the
crimping dies. If the 0.025mm shim stock can be
inserted completely between the bottoming surfaces of
the wire barrel crimp dies, the dies are considered as
not bottoming. Refer to Section 5 [Repair and
Replacement] . Contact your local TE representative.
if the tool conforms to these inspection procedures,
lubricate ti with a THIN coat of any good SAE 20 motor
oil.

6. REPLACEMENT AND REPAIR

6. gL {838

Fig.7 IZR U -8R IX B BRI TR RE T,
EEHAMAREICT A3 7-DICERRRBBERT
HICZBAT W, 2hlsoRRIEERE.
SRR & #3592 - D YAhic TR IBBEE L £
¥
TEOBHE, R, THEEHOBAILEL TE.
Wit oK, XiE, BEME 2IIREEICKH
LD TEN,

The parts listed in Fig. 7 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.

Order replacement parts through your TE

representative. Send the tool with a written description of
the problem to your TE representative.
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=
j

Closed
(FOeR)

|

REE <}¥:, Dimension (mm)
Weight (g) A B C

488 17.6 (ref) | 285 (ref) 76 (ref)

TOOL NUMBERS. DETAIL REF. AND PART NUMBERS
LEER=, S#FHRUN—VHS

NO. | #BmAUFE L K
Part No. Descriptions Q'ty
1 720666-3 V74 =2 -12Y% Ring, Retaing 4
2 720666-6 V74 =2 -1 Ring, Retaing 4
Fig.7

EEEKE REVISION SUMMARY
Rev A 6R—2 Figd #—SEETEHIZAEZEEM,
Rev A Sheet 6 of 9 Fig.4; Added tolerances.

Rev B Fig.3 &x/NarEZHIR,
Rev B Fig. 3 Remove minimum force.

COEHFEHRICKYEREEINTEY  BEICKLERSNET,
BEHOBETICEALTE SR AZEISENEHE TS,
This TE controlled document is subject to change. For latest revision call local TE representative.
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