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1. INTRODUCTION 2. DESCRIPTION
AMP* crimping heads listed in Figure 1 are designed  The crimping heads are designed with integral jaws
to crimp SOLISTRAND terminals, butt splices, which close in an arc—like motion. After an operator
parallel splices, and CABLE MAKER battery terminals  |ocates the terminal or splice between the crimping
(on stranded copper wire sizes 6 through 4/0 AWG).  jaws and inserts the stripped wire, the tool is activated
The crimping heads are used with Pneumatic Tool to crimp the product to the wire.
69015 (also shown in Figure 1). For information
concerning the pneumatic tool, refer to instruction
sheet 408—1310. 3. HEAD INSTALLATION AND REMOVAL
This instruction sheet provides recommended NOTE Crimping heads are coated with a preservative to
procedures for wire preparation, crimp head prevent rust and corrosion. Wipe this preservative
installation, crimping, and maintenance and from the head, particularly from the crimping
inspection. Read these instructions tharoughly before surface.
proceeding.
Reasons for reissue are provided in Section 9, 3.1. Installation
REVISION SUMMARY. . .
Sl /0 avoid personal injury, ALWAYS disconnect
NOTE Measurements are in metric units [followed by pneumatic tool from air supply before installing or
U.S. customary units in brackets]. removing the crimping head.
_____]
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AP

DO NOT operate pneumatic tool without the
proper crimping head instafled. After crimping
head is installed, make sure that the assembly
pins are fully inserted to avoid personal injury and
damage fo the tool.

1. Disconnect tool from air supply.

2. Remove assembly pins from mounting lugs as
shown in Figure 1.

3. Pull toggle arm forward and insert toggle lever
of crimping head all the way into hole in toggle arm
until toggie lever snaps in place.

4. Align holes in crimping head links with holes in
mounting lugs.

5. insert assembly pins.

6. Connect pneumatic tocl to an adequate air
supply between 620—690 kPa [90—100 psi]. For
specific information on air line requirements and air
hose installation, refer to the instructions packaged

Be sure assembly pins are fully inserted to
prevent personal injury and damage to the tool.

Crimping Heads for Pneumatic Tool 69015

408-2820

1. Disconnect tool from air supply.
2. Remove assembly pins.

3. Lower head away from mounting lugs, twist
head 90°, and remave head from toggle arm.

4. Re—instail assembly pins.

4. CRIMPING PROCEDURE
{for SOLISTRAND Terminals and Splices)

To avoid personal injury, ALWAYS keep fingers
clear of crimping jaws when operaling the tool.
Never place anything within the crimping jaws
except AMP terminals and splices.

4.1. Wire Preparation and Loading

1. Strip wires to dimensions shown in Figure 2.
DO NOT nick wire strands or use wires with nicked
or missing conductor strands.

2. Select the proper size terminal or splice for the
wire size being used. Wire sizes are stamped on

3. Determine correct terminal or splice wire loading
by referring to CMA range listed in Figure 2. Total
CMA of wires being used must be within CMA
range of terminal or splice.

3.2. Removal

To avoid personal injury, ALWAYS disconnect tool
from air supply before removing crimping head.

SOLISTRAND Terminals and Splices

Ring

Butt Parallel
Type . %ﬁ .
Terminal Splice ) Splice @
TERMINAL WIRE STRIP LENGTH
HEAD AND CMA TERMINALS BUTT SPLICES PARALLEL SPLICES
WIRE SIZE RANGE MIN. MAX. MIN. MAX. MIN. MAX.
6003771 (6} 20,800-33100 9.9 mm[39in] |[10.7 mm[42in]| 11.9mm [47in]}12.7 mm[50in] | 1.3 mm[4din]| 11.9mm [47in]
800371 4) 33100-52600  |11.5mm[45in]| 123 mmi48in]| 135mm[53in]| 143 mm[S6in]| 135 mm [53in]| 14.3mm [56in]
600374 2) 52,600 — 83,700 13.1 mm [52in.]] 13.9 mm [55in]| 15.1 mm [58in][ 15.9 mm[63in]| 151 mm[59in]| 15.8 mm[63 in.]
600372 (110} 83,700 119,500 187 mm[73in]| 20.2 mm [80in]| 15.9 mm[63 in][ 175 mm [ESin]| 17.5mm[£3in]] 19.1 mm[75in]
600373 (210) 119,500— 150,500 | 1B.7mm[73in]| 202 mm[80in]| 15.9mm[63in]| 17.5mm [69in]| 175 mm [69in] | 18.1 mm[75in]
600375 (30 150,500 — 190,000 19.1 mm [75in.]| 206 mm 8t in]| 175 mm[69 in]| 19.1 mm[75in]{ 17.5mm[6%in] | 19.1 mm[75in]
6006451 (40) | 190,000-231,000 [195mm[77in]| 20.6 mm [81in]| 175 mm[69in]| 191 mm[75in]{ 191 mm[75in] | 20.6 mm[81in]
Figure 2
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4.2. Crimping Procedure for Single Crimp
(on Wire Sizes 6 and 4)

For best resuilts, position brazed seam of
terminals and splices against one of the FLATS

of dies shown in Figure 3. Be sure wire size

stamped on the crimping head corresponds with

wire size stamped on terminal or splice.

1. insert stripped wire into terminal or parallel
splice until wire conductor is at least flush with or
extended slightly beyond end of wire barrel, as
shown in Figure 3A and 3G. Insert stripped wire
into butt splice until end of conductor bottoms
against splice wire stop as shown in Figure 3B.

2. Center wire barrel of terminal or splice in dies as
shown in Figure 3.

3. Hold terminal or splice in place and actuate tool
to complete the crimp.

4. To crimp other half of butt splice, remove it and
reposition uncrimped half in crimping dies. Follow
same procedure used to crimp first half of splice.

5. Refer to Section 6 and Figure 7 for terminal or
splice crimp inspections.

4.3. Crimping Procedure for Dual Crimp

(on Wire Sizes 2 through 4/0)

NOTE For best results, position brazed seam of
terminals and splices against one of the FLATS
of dies shown in Figure 4. Be sure crimps do not
overiap or go off either end of wire barrel. Be sure
wire size stamped on the crimping head
corresponds with wire size stamped on terminal
or spiice.

Air pressure MUST be adjusted to 655 kPa

{95 psi] minimum when crimping 1/0 and larger
size terminals and splices.

A. Terminals (Figure 44)

® st Crimp

1. insert stripped wire into terminal wire barrel untii
end of conductor is flush with or extended slightly
beyond end of wire barrel.

2. Position end of terminal wire barrel in dies as
shown in Figure 4A.

3. Actuate tool to complete the crimp.

Rev A
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e 2nd Crimp

4. Move terminal into position for 2nd crimp, then
actuate tool to complete the crimp. DO NOT
overlap crimps.

5. Refer to Section 6 and Figure 8 for crimp
inspections.

. Butt Splices (Figure 4B)

o 1st Crimp
1. Insert stripped wire until it bottoms against
splice wire stop.

2. Position end of splice wire barrel in dies as
shown in Figure 4B(a).

3. Actuate the too! to complete the crimp.

e 2nd Crimp

4, Move splice into position for 2nd crimp as
shown in Figure 4B(b). Actuate tool to complete
the crimp. DO NOT overlap crimps.

® 3rd Crimp
5. Move splice into position for 3rd crimp as shown
in Figure 4B(c}.

6. Insert stripped wire until it bottoms against
splice wire stop.

7. Actuate tool to complete the crimp.

® 4th Crimp

8. Move splice into position for 4th crimp as shown
in Figure 4B(d). Actuate tool to complete the crimp.
DO NOT overlap crimps.

9. Refer to Section 6 and Figure 8 for crimp
inspections.

. Parallel Splices (Figure 4C)

e 1st Crimp

1. Insert stripped wires into wire barrel until ends of
conductors are flush with or extended slightly
beyond end of wire barrel.

2. Position end of splice wire barrel in dies as
shown in Figure 4C.

3. Actuate tool to complete the crimp.

® 2nd Crimp

4. Move splice into position for 2nd crimp and
actuate tool to complete the crimp. DO NOT
overlap crimps.

5. Refer to Section 6 and Figure 8 for crimp
inspections.

Crimping Heads for Pneumatic Tool 69015

e

5. CRIMPING PROCEDURE

408-2820

(for CABLE MAKER Battery Terminals)

TSl [0 avoid personal injury, AL WAYS keep fingers

clear of crimping jaws when operating the tool,
Never place anything within the crimping jaws
except AMP terminals.

5.1. Wire Preparation, Loading, and Crimping Head

Selection

1. Strip wires to dimensions shown in Figure 5. DO
NOT nick wire strands or use wires with nicked or
missing conductor strands.

2. Select the proper terminal number of the wire
diameter being used. Diameter of stripped wire
must fall within wire diameter range of terminal
being used. Refer to Figure 5.

3. Select the proper crimping head for the terminal
number being used. Refer to Figure 5.

5.2, Crimping Procedure for Straight Terminals

o 1st Crimp
1. Insert stripped wire into wire barrel until it
bottoms.

2. Position end of terminal wire barrel in dies as
shown in Figure BA.

3. Actuate tool to complete the crimp.

® 2nd Crimp

4. Move terminal into position for 2nd crimp, then
actuate tool to complete the crimp. Refer to Figure
6B. DO NOT overlap crimps.

5. Refer to Section 6 and Figure 9 for crimp
inspections.

5.3. Crimping Procedure for Flag Terminals

(Standard Barrel)

o 1st Crimp

1. Insert stripped wire until end of conductor is
flush with or extended slightly beyond end of
terminal wire barrel, as shown in Figure 6C.

2. Position terminal in dies as shown in Figure 6C.
3. Actuate tool to complete the crimp.

e 2nd Crimp

4. Move terminal into position for 2nd crimp as
shown in Figure 60. DO NOT averlap crimps.
Actuate toof to complete the crimp.

NOTE Make sure crimps do not go off end of wire

barrel.

5. Refer to Section 6 and Figure g for crimp
inspections.
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CABLE MAKER Battery Terminals

Straight Flag
Standard

Barrel

Flag Flag
Left Hand Right Hand

TERMINAL TYPE AND RIMPIN WIRE STRIP LENGTH
PART NUMBER WIRE ﬁg% Né'f‘
FLAG FLAG FLAG FLAG DIAMETER AND " FLAG
STANDARD | STRAIGHT|  LONG LEFT RIGHT RANGE | MARKING | MN. [MAX. | (standard and
BARREL BARREL HAND HAND Long Barrel)
0951 ~ - - 56—69mm | 600371
- 92 [218-272in] | NO.4 STRAIGHT
~ p2i50 | 297171 | 6013051 | 6013052 | 98-109mm | 600z | TETMINALS
500455 | 207172 | 6013053 | 6013054 |[385—432in]| NO.1/0  j2tmm 214 mm
29253 48-55mm | 600377 |81 | [84in]
- - - - [187—.218in] NO.6 “2° DIM.
+.8mm
29249 69-88mm | 600374 £ 1030n
- gggjg'e' - - - (273- 3450n) | NO.2 03in]
$5 L & R HAND
29705 29243 297161 | 601306-1 | 6013062 | 11.0~12.1mm | 600373 FLAG
29706 29711 09716-2 | 6013063 | 6013064 |[433—.477in]| NO.2/0 TERMINALS
29712 18.% mmi{19.1 mm
72in] | [75in.
29702 | 297181 21-136mm | eooars |72 | L7
- 29713 29718-2 - - [478—536in] . NO.3/0
26714 29709 6087924 | 136—-164mm | 6006451
- 29715 29710 - 6087944 | [537—645in] |  NO. 410
Figure 5
5.4. Crimping Procedure for Flag Terminals e 2nd Crimp
(Long Barrel) 4. Move terminal into position for 2nd crimp, then
actuate tool to complete the crimp. DO NOT
e 1stCrimp overlap crimps. Refer to Figure 6F.
1. Insert stripped wire into wire barrel. ® 3rd Crimp

. ] . ) 5. Insert stripped wire into opposite wire barrel.
2. Position end of terminal wire barrel in dies as

shown in Figure 6E. 6. Position end of terminal wire barrel in dies as

shown in Figure 6G.

3. Actuate too! to complete the crimp. 7. Actuate tool to complete the crimp.
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