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Figure 1
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This instruction sheet provides instruction on product
application and maintenance and inspection
procedures for the SOLISTRAND Flag Terminal
crimping dies listed in Figure 1. These dies are used
to crimp flag terminals on solid or stranded copper
wire sizes 7mm2 – 125mm2 [8–4/0 AWG]. The dies
are used in Hydraulic Head 69067. Read these
instructions and all applicable references before

inserting any die assemblies and crimping any
terminals.

Refer to Figure 1 for typical SOLISTRAND terminals
crimped, as well as the appropriate hydraulic crimping
head tooling.
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Each die assembly consist of a nest and indenter
which are retained in the crimping tool by ball
plungers. The nest is positioned in the yoke of the
crimping tool and the indenter is positioned in the ram
of the tool in all applications.
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Refer to Figure 1 and determine the correct die nest
and indenter with the wire size to be used in the
crimping tool.
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1. Remove latch pin on head of crimping head and
open yoke.

2. Push nest into yoke until nest snaps into
position.

3. Activate power unit to advance ram to
approximate position shown in Figure 1.

4. Push indenter into ram until indenter snaps into
position.

5. Return ram to the down position.

6. Close yoke and insert latch pin.
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1. Remove latch pin and open yoke.

2. Insert blade of screwdriver under nest and pry
nest out of yoke.

3. Raise ram to full up position.

4. Insert blade of screwdriver under nest and pry
indenter out of ram.
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Obtain the correct wire, terminal or splice, and
crimping tool (with correct die assembly installed) for
your application. Strip wire insulation to the
dimensions indicated in Figure 2, taking care not to
nick or cut conductor(s), and proceed as follows.
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1. Ensure that wire size stamped on flag terminal
corresponds to wire size being used in the
application and wire size stamped on nest and
indenter.

2. Center flag terminal wire barrel in die nest.
When crimping flag terminals in head no. 69067,
hold tongue of flag terminals against nest as
shown in Figure 2.

3. Activate tool so that ram advances and holds
terminal or splice in place but DOES NOT deform
wire barrel.

4. Insert stripped wire into terminal until end of
conductor is flush with or extended slightly beyond
end of wire barrel. See Figure 2.

5. Refer to Paragraph 5.1, Crimp Inspection, for
terminal crimp inspection procedure.
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6. Refer to Paragraph 5.1, Crimp Inspection, for
terminal crimp inspection procedure.
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These instructions have been approved by
Tyco Electronics Design, Production, and Quality Con-
trol Engineers to provide documented maintenance and
inspection procedures. Through Tyco Electronics Test
Laboratories and the inspection of production assem-
bly, the procedures described herein have been
established to ensure quality and reliability of the crimp-
ing die assemblies. Customer–replaceable parts are
listed in Figure 1. A complete inventory should be
stocked and controlled to prevent lost time when 
replacement of parts is necessary.
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Figure 2
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Inspect crimped terminals by checking the features
described in Figure 3. Use only terminals that meet
the conditions shown in the ACCEPT column.
Terminals displaying the features shown in the
REJECT column can be avoided by careful use of
these instructions and by performing the maintenance
and inspection procedures described in Paragraphs
5.2 and 5.3.
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It is recommended that each operator of the dies be
made aware of, and responsible for, the following steps
of daily maintenance.

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

2. If dies are coated with oil or preservative, wipe
clean – particularly in the crimping areas – before
placing them in use.

3. When dies are not in use, make certain all
surfaces are protected with a THIN coat of any
good SAE No. 20 motor oil, and mate and store
them in a clean, dry area.
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ACCEPT

1. Crimps centered. Crimps may be off center but NOT
off end of wire barrel.

2. Wire size being used matches wire range or size 
stamped on flag terminals or dies.

3. Insulation does not enter wire barrel.

4. Inserted wire is flush with or extended slightly 
beyond end of wire barrel.

2

3
1

4

REJECT

1. Crimped off end of terminal.

2. Wire size being used does not match wire size or 
range stamped on flag terminal.

3. Wire not inserted far enough in terminal.

4. Insulation entered barrel of terminal. CHECK FOR 
INCORRECT STRIP LENGTH.

5. Nicked or missing conductor strands.
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Regular inspections should be performed by quality
control personnel. A record of scheduled inspections
should remain with the dies or be made available to su-
pervisory personnel responsible for the the dies.
Though recommendations call for at least a monthly in-
spection, the inspection frequency should be based
upon the amount of use, 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 dies in a suitable degreaser that will
not affect paint or plastic material.

2. Check all surfaces for wear. Inspect the crimp
area for flattened, chipped, cracked, worn, or
broken areas. See Figure 4. If damage is evident,
the die must be replaced. .
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This inspection requires the use of a plug gage conform-
ing to the dimensions in Figure 5. Tyco Electronics does
not manufacture or market these gages.

Proceed as follows:

1. Mate the dies until it is evident that they have
bottomed. Hold the dies in this position.
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2. Align the GO element with the wire barrel
crimping chamber. Push the element straight into
the crimping chamber without using force. The GO
element must pass completely through the
crimping chamber.

Figure 4
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3. Align the NO–GO element and try to insert it
straight into the same crimping chamber. The
NO–GO element may start entry but must not pass
completely through. If the crimping chamber
conforms to the gage inspection, the dies are
considered dimensionally correct. If not, they must
be replaced. For additional information regarding
the use of a plug gage, refer to Instruction Sheet
408–7424.

4. When finished gaging, return the dies to their
original positions by using a “pressure dump”.
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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

Dies may also be returned for evaluation and repair.
For die repair service, contact a Tyco Electronics
Representative at 1–800–526–5136.
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Figure 5
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Figure 6
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Since the previous release of this document, the TE
logo was applied.


