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LOC B

408-1254
Terminal and Splice
Crimping Tools
69339, 69354-1, and 69355 11 JUN 12  Rev D

PROPER USE GUIDELINES
Cumulative Trauma Disorders can result from the prolonged use of manually powered hand tools. Hand tools are intended for occasional use 
and low volume applications. A wide selection of powered application equipment for extended-use, production operations is available.

Figure 1

1. INTRODUCTION

This instruction sheet provides information for product 
application and maintenance and inspection 
procedures for Terminal and Splice Crimping Tools 
69339, 69354-1, and 69355.

These tools are used to crimp:

• SOLISTRAND* Terminals, butt and parallel 
splices on solid or stranded copper wire sizes 
6 and 8 AWG

• SOLISTRAND Flag Terminals on solid or 
stranded copper wire size 8 AWG

• STRATO-THERM* heat resistant uninsulated 
terminals on solid or stranded copper wire size 
8 AWG

Basic instructions on the use of this tool, wire 
preparation, tool adjustments, etc. are provided in 
Section 2, INSTRUCTIONS. Section 3 features a 
terminal CRIMP INSPECTION procedure. Section 4 
contains a MAINTENANCE and INSPECTION 
PROCEDURE.

Tools are coated with preservative to prevent rust and 
corrosion. Wipe this preservative from the tool, 
particularly from the crimping area.

Read these instructions carefully before using the tool.

Reasons for reissue of this sheet are provided in 
Section 5, REVISION SUMMARY.

2. INSTRUCTIONS FOR WIRE STRIPPING AND 
CRIMPING PROCEDURES

1. Strip wires to the dimensions listed in Figure 2.

2. Open crimping dies by closing handles until 
CERTI-CRIMP hand crimping tool ratchet control 
releases. See Figure 1. Note that once the ratchet 
is engaged, handles cannot be opened again until 
they are fully closed.

Determine correct terminal or splice wire loading by 
referring to the CMA range listed in Figure 2.

Terminals

3. Center wire barrel of terminal in nest of 
stationary die as shown in Figure 3A.

4. Center wire barrel of flag terminal in dies being 
sure that “tongue” portion of wire barrel is against 
indenter of moving die as shown in Figure 3B.

Nest

Indenter
Tool Wire
Size Markings

CERTI-CRIMP* 
Hand Crimping 
Tool Ratchet 
Control

NOTE Dimensions are in millimeters [with inch 
equivalents in brackets]. Figures and 
illustrations are for identification only and are 
not drawn to scale.

CAUTION Do NOT use wire with nicked or missing 
strands.

NOTE Be sure wire size displayed on tool head and 
in stationary die nest matches wire size 
stamped on the terminal or splice.
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DStranded wire only. DDFlag terminals only. DDDAlso used for STRATO-THERM Heat Resistant Terminals.

Figure 2

Figure 3

Figure 4

“B” “B” “B” “B”
Terminal Flag Terminal Standard Butt Splice Parallel Splice

Butt Splice with Sight Hole

“B” Equals Wire Barrel

TOOL
NUMBER

WIRE 
SIZE

CIRCULAR 
MILL AREA 

RANGE

WIRE STRIP LENGTH (mm [in.])

TERMINAL FLAG TERMINAL BUTT SPLICE PARALLEL SPLICE

Min. Max. Min. Max. Min. Max. Min. Max.

69339D 8

13,100-20,800

8.33
 [.328]

9.12 
[.359] --- --- 10.31 

[.406]
11.13 
[.438]

10.31 
[.406]

11.13 
[.438]

69354-1DD 8 --- --- 9.52 
[.375]

11.13 
[.438] --- --- --- ---

69355DDD 8 8.33 
[.328]

9.12 
[.359] --- --- 10.31 

[.406]
11.13
 [.438]

10.31 
[.406]

11.13 
[.438]

"A" Terminal "B" Flag Terminal
Bottom of Terminal 
Tongue Faces Top 
of Tool

End of Wire is Flush 
with or Extends Beyond 
End of Wire Barrel

Center Wire 
Barrel in Dies

Crimp Flag Terminals 
Only in Tools 
Designated 
for Flag

Tongue Portion 
of Wire Barrel is 
Against lndenter

"A" Standard Butt Splice "B" Butt Splice with Sight Hole "C" Parallel Splice

Center 
Wire 
Barrel 
in Dies

Internal Wire Stop 
Faces Top of Tool

End of Wire Butts 
Against Wire Stop

When Brazed Seam 
on Splice is Visible, 
Position Seam 
Toward Indenter

Internal Wire Stop 
Faces Top of Tool

End of Wire Butts 
Against Wire Stop

Sight Hole
Faces Indenter

Ends of Wires 
are Flush with 
or Extend 
Beyond End of 
Wire Barrel

Center 
Splice 
in Dies

When Brazed 
Seam on Splice 
is Visible, 
Position Seam 
Toward
Indenter
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1 Crimps centered, Crimps may be off center BUT NOT OFF 
END OF WIRE BARREL.

2 AWG wire size being used matches wire size stamped on 
terminal or splice and head of crimping tool.

3 Insulation does not enter wire barrel.

4 Wire is visible through inspection hole of butt splices. 
Wire is flush with or extends slightly beyond end of terminal 
wire barrel.

5 On parallel splices, bare wire ends must be flush with or 
extend slightly beyond end of barrel.

6 Wire size embossed on crimped wire barrel matches wire 
size stamped on terminal or splice.

1 Crimped off end of splice or terminal wire barrel.

2 AWG wire size being used does not match wire size stamped 
on terminal or splice and head of crimping tool.

3 Insulation entered barrel of terminal or splice. CHECK FOR 
INCORRECT STRIP LENGTH. 

4 Wire not inserted far enough in terminal of splice. End of wire 
must be visible through inspection hole of butt splices, and 
be flush with or extend slightly beyond end of terminal wire 
barrel or parallel splice. 

5 Excessive "flash" on terminal or splice indicates wrong wire, 
terminal or splice, or tooling combination was used. 

6 Nicked or missing strands.

7 Wire size embossed on crimped wire barrel does not match 
wire size stamped on terminal or splice.

Figure 5

5. Close handles until terminal is held firmly in 
place. Do NOT deform terminal wire barrel.

6. Insert stripped wire into terminal until end of wire 
is at least flush with or extended slightly beyond 
end of wire barrel. See Figures 3A or 3B.

7. To complete the crimp, close the handles until 
the CERTI-CRIMP hand crimping tool ratchet 
control releases. Handles can now be opened and 
the crimped terminal may be removed.

8. Refer to Section 3 and Figure 5 for terminal 
crimp inspection procedures.

Splices

9. Center one half of the butt splice in nest as 
shown in Figure 4A or 4B. For best results, when 
brazed seam on splice is visible, position the seam 
toward the indenter.

10. Center parallel splice in nest as shown in 
Figure 4C. Be sure brazed seam faces indenter.

11. Close handles until splice is held firmly in place. 
Do NOT deform splice wire barrel.

12. Insert stripped wire into butt splices until end of 
wire butts against wire stop in splice as shown in 
Figure 4A or 4B. Insert stripped wire into parallel 

ACCEPT REJECT

Wire Range 
Stamped Here

Embossed 
Wire Size 

Embossed 
Wire Size

Embossed 
Wire Size

Wire Range
Stamped Here

Sight Hole 
Type

Standard 
Type

Wire Range
Stamped Under

Tongue

Embossed 
Wire Size

Embossed 
Wire Size

Wire Range Stamped 
Under Tongue

Wire Range 
Stamped Here

Embossed 
Wire Size

Embossed 
Wire Size

Embossed 
Wire Size

Wire Range 
Stamped Here

TERMINAL

FLAG TERMINAL

PARALLEL 
SPLICE

BUTT 
SPLICE
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splices until end of wire is flush with or extended 
slightly beyond end of wire barrel as shown in 
Figure 4C.

13. To complete crimp, close the handles until the 
CERTI-CRIMP hand crimping tool ratchet control 
releases. Handles can now be opened and the 
crimped splice may be removed.

14. To crimp the other half of the butt splice, 
remove it and re-position uncrimped half in nest. 
Follow the same procedure used to crimp the first 
half of the splice.

15. Refer to Section 3 and Figure 5 for splice crimp 
inspection procedures.

3. CRIMP INSPECTION

Inspect crimped terminals and splices by checking the 
features described in Figure 5. Use only the terminals 
and splices that meet the conditions shown in the 
“ACCEPT” column. “REJECT” terminals and splices 
can be avoided through careful use of instructions in 
Section 2 and by performing regular tool maintenance 
as instructed in Section 4.

4. MAINTENANCE/INSPECTION PROCEDURE

TE Connectivity recommends that a maintenance/
inspection program be performed periodically to 
ensure dependable and uniform terminations. Tools 
should be inspected at least once a month. Frequency 
of inspection may be adjusted to suit your 
requirements through experience. Frequency of 
inspection is dependent upon:

• The care, amount of use, and handling of the 
tool

• The type and size of the products crimped

• The degree of operator skill

• The presence of abnormal amounts of dust and 
dirt

• Your own established standards

All tools are inspected and calibrated before 
packaging. Since there is a possibility of tool damage 
in shipment, new tools should be inspected in 
accordance with Section 4 when received in your 
plant. Due to the precision design, it is important that 
no parts of these tools be interchanged except those 
replacement parts listed in Figure 9.

4.1. Cleaning
The tool should be immersed (handles partially 
closed) in degreasing compound to remove 
accumulated dirt, grease, and foreign matter. Remove 
remaining degreasing compound with a lint free cloth. 
When degreasing compounds are not available, tool 
may be wiped clean with a lint-free cloth. Relubricate 
tool, as instructed in Paragraph 4.3, before placing it 
back in service.

4.2. Visual Inspection
1. Inspect the tool for missing pins or retaining 
rings. If parts are missing or defective, refer to 
Figure 9 for customer replaceable parts.

2. Inspect the die closure surfaces for flattened, 
broken, or chipped conditions. Although dies may 
gage within permissible limits, worn or damaged die 
closure surfaces are objectionable and can affect 
the quality of the crimp. Examples of possible 
damaged die closure surfaces are shown in 
Figure 6.

Figure 6

4.3. Lubrication
Lubricate all pins, pivot points, and bearing surfaces 
with a good grade S.A.E. No. 20 motor oil as follows:

• Tools used in daily production - Lubricate daily

• Tools used daily (occasional) - Lubricate weekly

• Tools 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.

4.4. Die Closure Inspection
Each tool is inspected for proper die closure before 
packaging. An inspection should be performed 
periodically to check the tool die closure for excessive 
wear.

The die closure inspection is accomplished using a 
GO/NO-GO plug gage. TE neither manufactures nor 
sells plug gages. Suggested design and GO/NO-GO 
dimensions for the plug gage members are listed in 
Figure 7. The following procedure is recommended for 
inspecting the die closure.

Flattened
Chipped

Broken
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SUGGESTED PLUG GAGE DESIGN - WIRE BARREL CRIMP

{Die closure dimensions apply when dies are 
bottomed but nut under pressure. }Material-Tool Steel

Figure 7

1. Clean oil or dirt from the die closure and plug 
gage members.

2. Close handles of tool until dies are bottomed. 
Do NOT apply additional pressure to tool handles. 
see Figure 8A.

3. With dies bottomed, inspect the die closure 
using the proper plug gage.

4. Hold gage in straight alignment with the die 
closure and carefully try to insert, without forcing, 
the GO member. See Figure 8, Detail A. The GO 
member must pass completely through the die 
closure.

5. Try to insert the NO-GO member. The NO-GO 
member may enter partially, but must not pass 
completely through the die closure.

Figure 8

6. If the die closure meets the GO/NO-GO gage 
conditions, the die closure may be considered 
dimensionally correct.

7. If you find that the die closure does not conform 
with the GO/NO-GO gage conditions, contact your 
local TE Representative.

4.5. CERTI-CRIMP Hand Crimping Tool Ratchet Control 
Inspection
The CERTI-CRIMP hand crimping tool ratchet control 
feature on hand tools should be checked to make 
certain that the ratchet does not release prematurely 
allowing dies to open before they have fully bottomed. 
To check the ratchet feature:

1. Thoroughly clean the bottoming surfaces of the 
dies.

2. Make a test crimp using a properly stripped
No. 8 AWG wire and a terminal. When this crimp is 
made, squeeze handles until the ratchet is free, 
however, DO NOT RELAX PRESSURE ON TOOL 
HANDLES.

3. Bottoming is satisfactory if bottoming surfaces of 
the wire barrel crimp dies make contact with each 
other or if the clearance between the bottoming 
surfaces is 0.03 mm [.001 in.] or less.

4. If the 0.03 mm [.001 in.] shim stock can be 
inserted completely between the bottoming 
surfaces of the wire barrel crimp dies, the dies are 
considered as not bottoming. Contact your local TE 
Representative.

4.6. Replacement Parts
The parts listed in Figure 9 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 TE 
Representative, or call 1-800-526-5142, or send a 
facsimile of your purchase order to 717-986-7605, or 
write to:

CUSTOMER SERVICE (038-035)
TYCO ELECTRONICS CORPORATION
PO BOX 3608
HARRISBURG PA 17105-3608

Tools may be returned to TE for evaluation and repair. 
For tool repair service, contact a TE Representative at 
1-800-526-5136.

5. REVISION SUMMARY

• Updated document to corporate requirements

• Changed information in Figure 9

TOOL

DIE CLOSURE 
DIM’s “A”{

GAGE MEMBER}
DIM’s “B” RADIUS 

“R”
GO NO-

GO GO NO-GO

69339 3.200 
[.1260]

3.353 
[.1320]

3.200-3.208 
[.1260-.1263]

3.350-3.353 
[.1319-.1320]

3.51 
[.138]

69354-1 2.540 
[.1000]

2.692 
[.1060]

2.540-2.548 
[.1000-.1003]

2.690-2.692 
[.1059-.1060]

3.18 
[.125]

69355 2.540 
[.1000]

2.692 
[.1060]

2.540-2.548 
[.1000-.1003]

2.690-2.692 
[.1059-.1060]

3.18 
[.125]

Die Closure 
Configuration

"A" Dim. "R"
Typ.

"B"
GO Dim.

9.52 [.375] Min. Typ. NO-GO Dim.
"B"

25.4 [1.00] Min. Typ.

INSPECTION OF WIRE BARREL CRIMPING DIES

Dies Bottom Here in Flag 
Terminal Crimping Tool

Dies Bottomed, but 
Not Under Pressure

"GO" Member Must Pass Completely 
Through the Die Closure

"NO-GO" Member May Enter 
Partially, but Must Not Pass 
Completely Through the Die Closure
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Figure 9

NOTE: Approximately 307.98 mm [12.125 in.] 
Long, Assembled, and Handles Closed

1

2

3

4

5

ITEM No. DESCRIPTION QTY PER 
TOOL

HAND TOOLS

69339 69354-1 69355

1   RING, Retaining 4 21045-3 21045-3 21045-3

2   PIN 2 300388 300388 300388

3   RING, Retaining 2 21045-6 21045-6 21045-6

4   PIN 1 300389 300389 300389

5   PIN 1 5-21028-7 5-21028-7 5-21028-7
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Адрес: 105318, г.Москва, ул.Щербаковская д.3, офис 1107 

                                        

Данный компонент на территории Российской Федерации 

Вы можете приобрести в компании MosChip. 

    

   Для оперативного оформления запроса Вам необходимо перейти по данной ссылке: 

      http://moschip.ru/get-element 

   Вы  можете разместить у нас заказ  для любого Вашего  проекта, будь то 
серийное    производство  или  разработка единичного прибора.   
 
В нашем ассортименте представлены ведущие мировые производители активных и 
пассивных электронных компонентов.   
 
Нашей специализацией является поставка электронной компонентной базы 
двойного назначения, продукции таких производителей как XILINX, Intel 
(ex.ALTERA), Vicor, Microchip, Texas Instruments, Analog Devices, Mini-Circuits, 
Amphenol, Glenair. 
 
Сотрудничество с глобальными дистрибьюторами электронных компонентов, 
предоставляет возможность заказывать и получать с международных складов 
практически любой перечень компонентов в оптимальные для Вас сроки. 
 
На всех этапах разработки и производства наши партнеры могут получить 
квалифицированную поддержку опытных инженеров. 
 
Система менеджмента качества компании отвечает требованиям в соответствии с  
ГОСТ Р ИСО 9001, ГОСТ РВ 0015-002 и ЭС РД 009 
 
 

      

            Офис по работе с юридическими лицами: 
 

105318, г.Москва,  ул.Щербаковская д.3, офис 1107, 1118, ДЦ «Щербаковский» 
 
Телефон: +7 495 668-12-70 (многоканальный) 
 
Факс: +7 495 668-12-70 (доб.304) 
 
E-mail: info@moschip.ru 
 
Skype отдела продаж: 
moschip.ru 
moschip.ru_4 
              

moschip.ru_6 
moschip.ru_9 
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