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Figure 1
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The crimping die assemblies listed in Figure 1 are
used to crimp COPALUM sealed terminals and
splices.

The crimping die assemblies must be installed into
the crimping heads shown in Figure 1. Refer to the
instruction sheet packaged with the crimping head for
information concerning die installation and general
performance of the head.

Reasons for reissue of this instruction sheet are
provided in Section 7, REVISION SUMMARY.

Read these instructions thoroughly before using the
die assemblies.
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The die assemblies consist of stationary dies (nests)
and moving dies (anvils). Refer to Figure 2 to ensure
the compatibility of die assemblies, crimping heads,
and terminals and splices.
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The shanks on the moving and stationary dies are
offset, and there are alignment dots on the FRONT
surface of the dies. The shanks of the dies must be
offset to the same surface and the dots must be
aligned, and face the operator, in order to achieve
proper mating of the dies.

�� ��� $ . � � �&$'&%�%*) �(&$ � ���(�%* � �
�))�$�# �)�

Refer to Instruction Sheet 408–9535 for die
installation procedure for Crimping Head 58422–1;
408–2453 for Crimping Head 69066; 408–8914 
for Crimping Head 1752787–1; and 408–8956 for
Crimping Head 1752877–1.
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Refer to Figure 2 and select the appropriate wire, die
assembly, and terminal or splice. Strip the wire to the
length indicated in the table.

�� ��� % �" &( �+* *�� - (� )*(�%�)�


&( �#+$ %+$�*&��#+$ %+$ �''# ��* &%� �+**
)'# ��) - ## ����'* *�� )�$� - (� ) 0� �* � *��(
�%�� �&-�,�(� �&( �#+$ %+$�*&��&''�(
�''# ��* &%)� *�� ) 0� &� *�� �&''�( - (� $+)* ��
���(��)�� *& � )$�##�( ) 0� *& �&$'�%)�*� �&(
� ���(�%��)  % *�� �#��*( ��# '(&'�(* �) &� �&''�(
�%� �#+$ %+$� �*  ) �#)& %���))�(/ *& +)� �
)$�##�( - (� ) 0� -��% +) %� �&''�( - (�  % �
*�($ %�#� ����( *& ��� (�%�� # )*�� - *� ����
- (� ) 0�  % 
 �+(� ��

����

�

������


������

�


������

�

����

�



	�
���
�
+%'*%($ �%" �,,"'�&%", #)+ 
������ �"�&"! �"+'%(�&, �(! �*&% ",

�!/ �� (" � �0 ( �&! -+('$ , �(+)(+�-$('

�� � �" �� ����"�
���	� �����
�

�#"" ������ �������������#� �� �����
���� ������ 
���

1�� �*.�&, �$+! ��++!&

1�� �*.�&, �',.&�-$(' ��++!&

�&.! �'% �$'#

1��

1��

1��

1�� 1��

1�� 1��

�����

����

� ��!�"����� �#""
������ ����


 ��0!+, ("
�',.&�-$('

���	�
�	
����

1�� 1��

1�� 1�� ���������#� �� �����
���� �$� 
���


 (+ � ��0!+,
(" �',.&�-$('

� ��0!+, ("
�',.&�-$('

��������� ���� ���� �������� ���� 
����� ���� ����� ������
���

������
����

������
����

����
��
����

''�

�
����
���
�

''�

�
����
���
�

���� �
��(,.&�-%)(�

���� �
�
)(!. -)+�

���
��������

����

���

��� � 2 ���
���� �
���	

�
����
�
�


��	
�����
�


	
�����
�����



�


���
��

��		�

���

��� � ������� � ���
���� �


��	

������	�
�

���	
�
������

�
�����
�����


���	
�
���

��		�

���

��� �
������� �
����
�� ��

���
���� �
�
��	

�
��
�	�




���	
�����
��

�
���
	
�
�


��
�
�

�
��

��		�
��		��


		��
���

		��	���	

������ 


���
�	�� �
������� �
������� ��

���
���� �
���		

��������
�

���		
�
���
��



�
���
�

�
�


��
	
���
�

��		�


�������


�������


���
�
�� �
������� �
������� ��

���
�	�� �
����	

�
	��
�
�

�	

�
��	
�����		�

�
����

�
�����

���
	
�
�

��	
	

���
�� � �
������� �

���
�
 � �
�
��	

��	
����	


�	
�
��� ���
	 �

��
�


���
���� �
� �

���

�� ��
���
�
�� �

�
���
���
��	

�
	
��		�

�	

�
���� �
� ��	

�


���
���� � ���
	�� � ���
���� �
����	

�
�������
��	

����	
�
���			�

��	
�
���
�
����

���
	
�
�

������
 		��
���


�������


2 ���

�� �� 2


	��


��

�����

�	

����

�
����		�

��	
����

�
��
��

���
	
�
�

�

�
��



������ 


������������ ���� ����
�� ����

���
���� �
����	

�
	��
�
�

�	

���		
�
���
��



����

�
�����

���
	
�
�

��	
	
		��
���


���
�
�� �
�
��	

�
��
�	�



���	
�
������

�
���
	
�
�


��
�
�

�
��

��		��


		��
���

		��	���	

�������


������ 


���
���� �
�
��	

�
��
�	�



���		
�
���
��



���
	
�
�


��
�
�

�
��

��		�
��		��



�������


���
���� �
����	

�
�������
��	

����	
�
	
��		�


�	
�
���
�
����

���
	
�
�

������

		��
���


�������


� Circular Mill Area   � See MIL–W–7072 for Specific Wire Requirements

� See MIL–W–22759E for Specific Wire Requirements   � High Temperature Silver Plated

Figure 2 (Cont’d)
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� Only Applies to Splices (Not Terminals)  � Circular Mill Area � See MIL–W–7072 for Specific Wire Requirements
� See MIL–W–22759E for Specific Wire Requirements  � Break Away Terminal

Figure 2 (End)
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There are two approved methods for crimping the
connectors with this hydraulic tool, on both terminals
and splices.

�� �$��� �� !���� ���# &� ���!� "�� &��� �� "��
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The preferred (first) method is:

1. Insert properly stripped wire fully into terminal.

�� ��� "# � � "%�!" "�� %� � � "� ����� �# ���
��!� "����

2. Position terminal in stationary die (nest) with
back of tongue resting against die, with yoke
closed and pin inserted.


��� �� "��� "��" "�� "� ����� �! ��!�"����� !�
"��" "�� � ���� �� "�� ��$��� ��� ���$��� %���
� ��� %� � ��  �� �� "�� "� ������ 
�� ���# � ��

3. Holding wire in place, and fully inserted (yoke
closed and pin fully inserted), activate power unit to
complete crimp.

Figure 3
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4. Remove crimped terminal from the die
assembly. Refer to Figure 4 on where to grip
breakaway terminals when removing them from the
die assembly.

Figure 4
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The alternate (second) method is:

1. Position terminal in stationary die (nest) with
back of tongue resting against die, with yoke
closed and pin inserted.
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2. The wire is not inserted into the terminal.
Instead, Jog to advance the ram to hold the
terminal. This is difficult to do; If the terminal barrel
is deformed, the wire may not be inserted properly.

3. Insert properly stripped wire fully into terminal.

�� ��� "# � � "%�!" "�� %� � � "� ����� �# ���
��!� "����

4. Holding wire in place, with yoke closed and pin
inserted, activate power unit to complete crimp.

5. Remove crimped terminal from the die
assembly. See Figure 4 for information on where to
grip break away terminals when removing them
from the die assembly.
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The preferred (first) method is:
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1. Insert properly stripped wire fully into splice.

�� ��
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����������
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2. Position splice in die assembly so that edge of
die is within width of splice crimp mark. The stripe
marking on splice must be inside die, facing up,
and in alignment with dot on nest. See Figure 5.
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3. Holding wire in place, activate power unit to
complete first splice crimp.

4. When crimp is completed, remove pin, open
yoke, and remove splice.

�� ��� ������ ������ �� ��� 
���� ��������� 
���# 
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5. To crimp other half of splice, rotate the
splice/tool 180�, making sure the stripe marking on
the splice is inside the assembly, facing up, and in
alignment with dot on nest. See Figure 5. Follow
the same procedure used to crimp first side of
splice (steps 1 through 4).

The alternate (second) method is slightly different, but
very important. The difference is in preceding Step 1.

1. Position splice in die assembly so that edge of
die is within width of splice crimp mark. The stripe
marking on splice must be inside die, facing up,
and in alignment with dot on nest. See Figure 5.

2. Do NOT insert wire into splice, instead, jog to
advance the ram to hold the splice. This is difficult
to do; If the splice is deformed, the wire may not be
inserted properly.

3. Insert properly stripped wire fully into splice wire
barrel.

������ ������� � ��
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��

Figure 5
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4. Holding wire in place, activate power unit again
to complete crimp.

5. When crimp is completed, remove pin, open
yoke, and remove splice.
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6. To crimp other half of splice, rotate the
splice/tool 180�, making sure the stripe marking on
splice is inside the assembly, facing up, and in
alignment with dot on nest. See Figure 5. Follow
the same procedure used to crimp first side of
splice (Steps 1 through 5).


�����

�������

�

����

�

����

�

����

�

�������

�

����

�

����

�



��
���
�
+%'*%(# �%! �,,!'�&%!, ")+ 
������ �!�&! �!+'%(�&, �( �*&%�!,

�	��	 �
 � ���� ��	����
��� ����������


�� 
���� �����
����

A crimp inspection mark is featured on each crimped
terminal or splice. The mark consists of a dimple on
the face of a cylinder which is embossed in the
primary crimp area of the terminal or splice. The
inspection mark must appear as shown in Application
Specification 114–2134.

The inspection mark must appear as indicated in
114–2134, in order to qualify the terminal or splice as
an acceptable termination. The terminal or splice is
unacceptable and should be rejected if the
identification mark is deformed.

If the mark is deformed, refer to Figure 2 to verify
proper wire CMA and terminal and die combination.

Verify that crimping dies fully bottom during crimp
cycle. Also, determine if dies are in proper
configuration by gaging the crimp chamber specified
in Paragraph 5.2.B.
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Die assemblies are inspected before shipment. It is
recommended that the die assembly be inspected
immediately upon arrival at your facility to ensure that
it conforms to the dimensions provided in Figure 7,
and that it has not been damaged during shipment.

���� ��%&/ ��%(-!(�(�!

It is recommended that each operator of the dies be
made aware of — and responsible for — the following
three steps of daily maintenance.

1. Remove dust, dirt, and other contaminants with
a clean brush, or a soft, lint–free cloth. DO NOT
use objects that could damage the dies.

2. Make certain the dies are protected with a thin
coat of any good SAE 20 motor oil. DO NOT OIL
EXCESSIVELY.

3. When the dies are not in use, mate them and
store in a clean dry area.

���� �!+%) %� �(,*!�-%)(

Regular inspections should be performed by quality
control personnel. A record of scheduled inspections
should remain with the dies and/or be supplied to

supervisory personnel responsible for the dies.
Though recommendations call for at least one
inspection a month, the inspection frequency should
be based on the amount of use, ambient working
conditions, operator training and skill, and established
company standards. These inspections should be
performed in the following sequence:

�� �%,.�& �(,*!�-%)(

1. Remove all lubrication and accumulated film by
immersing the die assembly in a suitable
commercial degreaser that will not affect the
painted alignment dots.

2. Inspect the crimp area for flattened, chipped,
cracked, worn, or broken areas. If damage is
evident, the dies must be replaced or repaired. If
desired, you may return them for evaluation and
repair (see Section 6, REPLACEMENT AND
REPAIR).
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This inspection requires the use of a plug gage
conforming to the measurements provided in Figure
6. Gages may be purchased from:

Pennoyer–Dodge Company 
6634–T San Fernando Road
Glendale, CA 91201

Proceed as follows:

1. Mate the dies until it is evident that they have
bottomed. Hold the dies in this position.

2. Align the GO element of the gage with the
crimping chamber. Push the element straight into
the chamber without using force. The GO element
must pass completely through the crimping
chamber without using force as shown in Figure 6.

3. Align the NO–GO element with the crimping
chamber and try to insert it straight into the
chamber. The NO–GO element may start entry but
must not pass completely through, as shown in
Figure 6.

If the crimping chamber conforms to the gage
inspection, the dies are considered dimensionally
correct and should be lubricated with a thin coat of
any good SAE 20 motor oil. If not, the dies must be
replaced or repaired before returning them to service.

For additional information concerning the use of the
plug gage, refer to Instruction Sheet 408–7424.
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Figure 6 (Cont’d)
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Figure 6 (End)
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Parts listed in Figure 7 are customer– replaceable. A
complete inventory can be stocked and controlled to
prevent lost time when replacement of parts is
necessary. Order replacement parts through your
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
PO BOX 3608 
HARRISBURG, PA  17105–3608

Dies may also be returned for evaluation and repair.
For die repair service, call 1–800–526–5136.
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Revisions to this instruction sheet include:

� Updated document to corporate requirements
� Added part number 68008–1 in tables in

Figures 1, 2, 6, and 7


