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Crimping Heads 1–576778–0, 1–576779–0,
1–576780–0, 1–576781–0, and 1–576782–0 are
designed to crimp PIDG STRATO–THERM Terminals
onto solid or stranded copper wire size 24–14 AWG.
Refer to Figure 2. The crimping heads are used with
Heavy Head Battery Powered Hand Tool Kits
1901235–[ ].
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This instruction sheet provides recommended
procedures for wire preparation, crimping head
installation, crimping, and maintenance and
inspection. For information concerning tool setup and
operation, refer to Customer Manual 409–10068
packaged with the battery tool kit.
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Reasons for reissue are provided in Section 8,
REVISION SUMMARY.
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Each crimping head features a head containing two
stationary crimping dies (anvils) and two movable
crimping dies (indenters), a locator, an insulation
crimping adjustment pin, and a battery powered crimp
tool. See Figure 1.

When closed, the crimping dies form one crimping
chamber with two sections: an insulation barrel
section and a wire barrel section. The insulation barrel
section crimps the terminal onto the wire insulation
and, simultaneously, the wire barrel section crimps
the terminal wire barrel onto the stripped wire. The
locator positions the terminal in the crimping chamber.
The insulation crimping adjustment pin is used to
regulate the height of the insulation crimp.

Using Heavy Head Battery Powered Hand Tool Kits
1901235–3 or –4 will ensure full crimping of the
terminal. The rams on tools 1901235–1 and –2 can
be retracted before the terminal is fully crimped.
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Battery Powered Crimp Tool Kit 1901235–[ ] with
HHHT Adapter comes with the HHHT adapter already
installed on the battery powered hand tool. The only
installation required is the installation of the crimping
heads.
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As supplied, the adapter has three quick–release pins
installed (Figure 1). The two outer pins will be used to
secure the links of the crimp head (exposed portion of
the crimp head) to the adapter. The center pin will be
used to secure the movable die of the crimp head to
the ram of the adapter.

These pins must be removed prior to installing the
crimping head.

1. Remove the quick–release pins, described
above.

2. Insert the exposed portion of the crimp head
into the adapter cavity. See Figure 1.

3. Insert the two outer quick–release pins
through the holes in the adapter, and through
the holes in the links of the crimping head.
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4. Insert the center quick–release pin into the
adapter and through the holes in the ram and
the moveable die of the crimp head.
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To remove the crimping head, it will be necessary to
remove the quick–release pins and the crimp head
from the battery powered crimp tool.
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Figure 2
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Refer to Figure 3 and the following steps for terminal
crimping procedures.

Figure 3
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1. Strip the wire to the dimension provided in
Figure 2, being careful to avoid nicking or
damaging the conductor(s).
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2. Depress the trigger to advance the moving ram.
This action closes the crimp jaws in order to hold
the terminal in place. DO NOT deform the wire
barrel.

3. Insert stripped wire into terminal until the end of
the conductor butts against the locator as shown in
Figure 3.
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4. Activate the tool to complete the crimp. The
crimp tool automatically returns to the first position
of the cycle when the crimp is complete.

5. Observe the dot code on the finished crimp to
ensure that the correct terminal and crimping head
combination was used. See Figure 2.

6. Refer to Section 4 and Figure 4 for terminal
crimp inspection procedure.
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Inspect crimped terminals by checking the features
described in Figure 4. Terminals, not meeting the
described conditions should NOT Be used.
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The insulation crimping section of the crimping head
has three positions: 1 (tight), 2 (medium), and 3
(loose). To adjust the section:

1. Insert the insulation crimp adjustment pins into
the No. 3 position. Refer to Figure 1.

2. Place the terminal into the crimping jaws as
shown in Figure 3.

3. Insert the UNSTRIPPED wire into ONLY the
insulation barrel (refer to Figure 3) portion of the
terminal.

4. Close the tool to complete the crimp.

5. Removed the crimped terminal and check the
insulation crimp by bending the wire back and forth
once. The terminal should retain its grip on the wire
insulation. If the wire pulls out, set the insulation
crimp adjustment pins to the next higher position
(No. 2).

6. Perform another crimp and repeat the
adjustment as necessary until the correct insulation
grip is attained. Do not use a tighter setting than
required.
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Figure 4
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Tyco Electronics recommends that a maintenance
and inspection program be performed periodically to
ensure dependable and uniform terminations. Though
recommendations call for at least one inspection a
month, frequency of inspection depends on:

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

2. The presence of abnormal amounts of dust and
dirt.

3. The degree of operator skill.

4. Your own established standards.

The crimping head is inspected before being shipped;
however, Tyco Electronics recommends that the tool

be inspected immediately upon arrival to ensure that
the tool has not been damaged during shipment.
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1. Crimping head should be immersed in a reliable
commercial degreasing compound to remove
accumulated dirt, grease, and foreign matter.
When degreasing compound is not available, head
may be wiped clean with a soft, lint–free cloth. Do
NOT use hard or abrasive objects that could
damage the crimping head.

2. Make certain that the retaining pins are in place
and that they are secured with retaining rings.

3. All pins, pivot points, and bearing surfaces
should be protected with a THIN coat of any good
SAE 20 motor oil. Do not oil excessively.
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Lubricate all pins, pivot points, and bearing surfaces
with SAE 20 motor oil as follows:

Tool used in daily production – lubricate daily
Tool used daily (occasional) – lubricate weekly
Tool used weekly – lubricate monthly

Wipe excess oil from tool, particularly from crimping
area. Oil transferred from the crimping area onto
certain terminations may affect the electrical
characteristics of an application.
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Inspect head assembly for worn, cracked, or broken
jaws. If damage is evident, return the crimping head
to Tyco Electronics for evaluation and repair. See
Section 7, REPLACEMENT AND REPAIR.
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Each crimping head is inspected for proper die
closure before shipment. However, inspection of die
closure for excessive wear is required periodically.

This inspection requires the use of plug gages
conforming to the dimension shown in Figure 5. Tyco
Electronics does not manufacture or market these
gages.

To gage die closure, refer to Figure 6 and proceed as
follows:

1. Remove traces of oil or dirt from the crimping
chamber and plug gage.

2. Close the tool until the wire barrel dies are
bottomed.

3. With wire barrel dies bottomed, inspect the wire
barrel crimp die closure using the proper plug
gage. Press the spring–loaded locator down and
hold gage in alignment with the die closure.

4. Align the GO element with the wire barrel
section of the crimping chamber. Push element
straight into the crimping chamber without using
force. The GO element must pass completely
through the crimping chamber. See Figure 6.

5. Align the NO–GO element and try to insert it
straight into the same section of the crimping
chamber. The NO–GO element may start entry,
but must not pass completely through the crimping
chamber. See Figure 6.

6. Insert tool insulation crimping adjustment pin
into Position 1.

7. With crimping dies bottomed, check the
insulation barrel section of the crimping chamber
as described in Steps 4 and 5.

If the crimping chamber conforms to the gage
inspection, the crimping head is considered
dimensionally correct, and should be lubricated with a
THIN coat of any good SAE 20 motor oil. If not, the
crimping head must be returned to Tyco Electronics
for further evaluation and repair. Refer to Section 7,
REPLACEMENT AND REPAIR.

For additional information regarding the use of plug
gages, refer to Instruction Sheet 408–7424.
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Figure 5
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Figure 6
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Replaceable parts are listed in Figure 7. Parts other
than those listed in Figure 7 should be replaced by
Tyco Electronics to ensure quality and reliability of the
tool. Order replacement parts through your Tyco
Electronics Representative, or call 1–800–526–5142,
or send a facsimile of your purchase order to
1–717–986–7605, or write to:

CUSTOMER SERVICE (38–35)
TYCO ELECTRONICS CORPORATION
P.O. BOX 3608
HARRISBURG, PA 17105–3608

For tool repair service, please contact an Tyco
Electronics Representative at 1–800–526–5136.
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� Updated document to corporate requirements
� Deleted text and changed wire size from 24–10

to 24–14 in Section 1, INTRODUCTION
� Deleted 12–10 wire information in tables in

Figures 2, 5, and 7
� Changed part numbers in table in Figure 7
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Figure 7



 

 
 

Компания «ЭлектроПласт» предлагает заключение долгосрочных отношений при 
поставках импортных электронных компонентов на взаимовыгодных условиях! 

 
Наши преимущества: 

 Оперативные поставки широкого спектра электронных компонентов отечественного и 
импортного производства напрямую от производителей и с крупнейших мировых 
складов; 

  Поставка более 17-ти миллионов наименований электронных компонентов; 

 Поставка сложных, дефицитных, либо снятых с производства позиций; 

 Оперативные сроки поставки под заказ (от 5 рабочих дней); 

 Экспресс доставка в любую точку России; 

 Техническая поддержка проекта, помощь в подборе аналогов, поставка прототипов; 

 Система менеджмента качества сертифицирована по Международному стандарту ISO 
9001; 

 Лицензия ФСБ на осуществление работ с использованием сведений, составляющих 
государственную тайну; 

 Поставка специализированных компонентов (Xilinx, Altera, Analog Devices, Intersil, 
Interpoint, Microsemi, Aeroflex, Peregrine, Syfer, Eurofarad, Texas Instrument, Miteq, 
Cobham, E2V, MA-COM, Hittite, Mini-Circuits,General Dynamics и др.); 
 

Помимо этого, одним из направлений компании «ЭлектроПласт» является направление 
«Источники питания». Мы предлагаем Вам помощь Конструкторского отдела: 

 Подбор оптимального решения, техническое обоснование при выборе компонента; 

 Подбор аналогов; 

 Консультации по применению компонента; 

 Поставка образцов и прототипов; 

 Техническая поддержка проекта; 

 Защита от снятия компонента с производства. 
 
 
 

 
 

Как с нами связаться 

Телефон: 8 (812) 309 58 32 (многоканальный)  
Факс: 8 (812) 320-02-42  
Электронная почта: org@eplast1.ru  

Адрес: 198099, г. Санкт-Петербург, ул. Калинина, 

дом 2, корпус 4, литера А.  
 

mailto:org@eplast1.ru

