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Figure 1
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This instruction sheet covers the installation and use
of Tooling Kit 1–768900–4, which is used in
conjunction with bench–top machines that apply
discrete–wire, jacketed cable to the connectors listed
in Figure 1.

Read this sheet thoroughly before installing or using
the tooling kit.
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The tooling kit consists of a mandrel assembly and
two inserter assemblies. The mandrel assembly
includes two connector clamps, which secure the
connector to a fixture (purchased separately).
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During the machine operation, the operator selects a
wire and moves the wire down to the proper side of
the mandrel. As each wire is brought into the
wire–receiving slot of its inserter, a sensor is
triggered. The air cylinder on that connector side is
then fired.

�&#, -,*7 -,# 5'0# '1  #',% 2#0+',�2#"� -,*7 -,#
�'0 !7*',"#0 '1 $'0#"�

When the air cylinder is fired, it pushes the inserter
forward, which pushes the wire into the contact. As
the wire is inserted, the inserter trims the wire to the
correct length.
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The air cylinder then retracts the inserter, permitting
the carriage to move to the next connector position.

�� ����
��
���� ���������

�2 5'**  # ,#!#11�07 2- -.#, -0 0#+-4# +�!&',#
!-4#01 2- .#0$-0+ 2&# $-**-5',% .0-!#"30#1� �-
.0#4#,2 .#01-,�* ',(307�  # 130# 2- 230, -$$ 2&#
+�!&',# �," "'1!-,,#!2 .-5#0  #$-0# 0#+-4',%
2&# !-4#01� �#.*�!# �** !-4#01  #$-0# -.#0�2',%
2&# +�!&',#�

���� ��%�' #

�-2& ',1#02#0 �11#+ *'#1 ����  # 0#+-4#" .0'-0
2- +-3,2',% -0 0#+-4',% 2&# +�,"0#*�

The mandrel is held in place by two hex head cap
screws. Refer to Figure 2. To mount the mandrel,
proceed as follows:

1. Make sure that the two mounting screws are
removed from the mandrel mounting area of the
machine.

2. Place the mandrel on the machine, with the
connector–fixture end of the mandrel facing
outward. Align the mounting holes on the mandrel
with the threaded mounting holes on the machine.

3. Insert the mounting screws through the mandrel,
and into the machine, then evenly tighten the
screws with a 5/32–in. hex wrench.

4. Adjust the clamp adjustment screws (Figure 1)

a. To run an IDC, Superibbon Connector, (fully)
back out the clamp adjustment screws and lock
the hex nuts.

b. To run an All–Plastic, Micro–Pierce
Connector, turn the clamp adjustment screws in
(approximately 2 1/4 turns) until the connector is
fully bottomed in the nest/fixture. Then lock the
hex nuts.
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Each inserter assembly is positioned with two
alignment pins, and is held in place by two hex head
cap screws. Refer to Figures 2 and 3. To install the
inserter assemblies, proceed as follows:

1. Make sure that the mounting screws are
removed from the carriage surface.

2. Position each inserter assembly so that the ram
on the air cylinder engages the inserter shaft, as
shown in Figure 3. Locate the inserter assembly
over the two alignment pins (refer to Figure 2).
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Figure 2
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3. Insert, but do NOT tighten the two mounting
screws for each inserter assembly.

4. Push the inserters toward the mandrel, then
tighten the mounting screws with a 5/32–in. hex
wrench.
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The cable clamp, supplied separately, is capable of
90� or 180� cable dress styles. For information on
installing and adjusting the cable clamp, refer to the
instructions supplied with the clamp.
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To ensure optimum termination, the mandrel height
must be properly set. To check the mandrel height:

1. Turn off the power to the machine and
disconnect the machine’s air supply.

2. Place an unterminated connector onto the
fixture.

3. Manually move the machine’s carriage
assembly until the inserters align with the
connector’s contact slot.

4. Manually extend the inserter tips until they are
near, but not inserted into, the contacts. The
inserter tips should align with the contacts as
shown in Figure 4. If not, the mandrel height must
be adjusted.

�! ��% �� ����  ��% !� ����#� !�� ��" ��� ���
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To adjust the mandrel height:

1. Locate the locking screw, which is reached
through an access hole in the back of the mandrel.
Refer to Figure 2. Loosen the locking screw by
turning the screw counterclockwise with a 5/32–in.
hex wrench.
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Figure 3
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2. Turn the mandrel height adjustment wheel to
bring the mandrel to the correct height. Turning the
wheel clockwise raises the mandrel, and turning
the wheel counterclockwise lowers the mandrel.ÃÛ ËÈÎ ÜÏÒÙÓ ÛÜ ÕÛ�ÓÜ ŸÖÓ ŠÏÚÑÜÓÕ �ÖÒÕÓ ŸÖÓ

ÒÚÙÓÜŸÓÜÙ ÏÜÓ Ó�ŸÓÚÑÓÑÄ ÛÜ ÑÏŠÏÔÓ ŸÛ ŸÖÓ

ÒÚÙÓÜŸÓÜÙ ŠÏ� ÜÓÙŽÕŸÀ ÊÏÚŽÏÕÕ� ÜÓŸÜÏÌŸ ŸÖÓ

ÒÚÙÓÜŸÓÜÙ ÅÇÉÈÍÇ ÌÖÏÚÔÒÚÔ ŸÖÓ ŠÏÚÑÜÓÕ ÖÓÒÔÖŸÀ

Figure 4
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��'#$!�3.When the correct height has been reached,

tighten the locking screw, manually retract the

inserters, and return the carriage to its initial

position, and remove the connector.����������������������

������������������The inserter position is important in that the guiding

surfaces for the wire must control the wire up to the

time it enters the connector contact. To adjust the

inserter position:1.Load a connector into the mandrel assembly

and secure it in place.

2.Index the machine to connector contact no. 1.

3.Using a 5/32–in. hex wrench, loosen the two

inserter assembly mounting screws.

4.Loosen the sliding block mounting screw. Refer

to Figure 1.

5.While viewing the inserter guiding surface, use a

5/32–in. open–end or box wrench and turn the

inserter position adjustment screw to move the

assembly. Refer to Figure 1. Turn the screw

CLOCKWISE to move the assembly AWAY from

the connector, and COUNTERCLOCKWISE to

move the assembly TOWARD the connector.

6.Check that the inserter guiding surface is within

the adjustment area, as shown in Figure 5.
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7. Using a 5/32–in. hex wrench, tighten the
sliding block mounting screw and the two inserter
mounting screws.

�� ��$� �!%�$&�"! ��#&�

The length of the inserter may be adjusted. Normally
the inserters will not require this adjustment unless
the connector type or insulation diameter is changed.
After changing connector types, make sure the
inserter cover marked “R” is installed for running
receptacles or “P” for plugs. To adjust the depth, refer
to Figure 1 and proceed as follows:

1. Look at the top of the inserter assembly and
read the wire insertion depth stop currently in use.

2. Using a 5/32–in. hex wrench, remove the stop
mounting screw, and remove the stop from the
inserter assembly.

3. Determine the stop dimension from the marking
on the top of the stop directly over the inserter tip.

���� %&"# �% ��%��!�� )�&� �"'$ %&"# �� �!%�"!%�
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4. Measure the insulation diameter of the wire
presently being used, then measure the insulation
diameter of the new wire to be used.

5. Determine the difference between the two
insulation diameters, then subtract one half of this
difference. Use the resulting number to determine
the dimension of the new stop (add the figure to
the old stop dimension if the diameter is
increasing, subtract if the diameter is decreasing).

6. Place the correct stop onto the inserter
assembly and install the stop mounting screws.

���� %'$� &��& &�� �!%�$&�$ (�!� %)�&���% , ����
�! &�� �!%�$&�� #"%�&�"! �+ '%�!� ����!"%&�� �"��
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The inserter guide opening helps control the
placement of the wire into the connector contacts.
This gap should be adjusted to accommodate
changing wire outside diameter. To adjust the
opening:

1. Remove the inserter assembly from the
machine by removing the two inserter mounting
screws.

2. Remove the inserter tip subassembly from the
inserter assembly.

3. Using a 7/64–in. hex wrench, loosen the guide
block and housing mounting screws.

4. Measure the outside diameter of the new wire to
be used.

5. Locate the setup gage that is the same size as,
or that is one size larger than, the measured wire.
Insert the setup gage into the inserter assembly
until the gage bottoms against the guide block.
Refer to Figure 5.

6. Gently force the guide blocks against the setup
gage and secure.

7. Re–install the inserter subassembly.

8. Install the inserter assembly onto the machine
as previously described.

9. Repeat the above procedure for the other
inserter assembly.

10. Extend the plunger to secure the connector.

11. Load the cable into the cable clamp, if
applicable. Refer to the instructions supplied with
the clamp.
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The clamp force exerted on the wire during the
termination process controls the wire’s vertical
placement in the connector contacts. Excessive
clamp force will tend to extrude the wire insulation
during termination, resulting in poor termination
quality. To adjust the force:

1. Using a .035–in. hex wrench, loosen the wire
clamp locking screw.

2. Using a .050–in. hex wrench, turn the wire
clamp adjustment screw. Turning the screw
CLOCKWISE will INCREASE the clamp force, and
turning the screw COUNTERCLOCKWISE will
DECREASE the clamp force.

3. Terminate several wires to verify the adjustment.

4. Using a .035–in. hex wrench, tighten the wire
clamp locking screw.

5. Refer to Figure 6 and select the appropriate
fixture for the connector type and size to be used.

6. Place one end of the new fixture over the
retaining screw at the inner (fixed) connector clamp
end of the fixture mounting area.

7. Slide the rear connector clamp up to the fixture,
and locate the end of the fixture over the locating
screw (with the clamp open).

8. With the fixture in position, tighten the rear
connector clamp locking screw with a 5/32–in. hex
wrench.
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Figure 5
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The tooling kit can be used for a variety of Small
Computer Systems Interface (SCSI) connector types
and sizes by placing the corresponding fixture into the
mandrel assembly. The mandrel is designed to permit
the rear connector clamp to be moved, allowing for
the installation of other fixture types and sizes. To
change the fixture:

1. Using a 5/32–in. hex wrench, loosen, but do not
remove, the locking screw on the back of the rear
connector clamp. Refer to Figure 2.

2. Lift the end of the fixture and slide the rear
connector clamp away from the fixture mounting
area.

3. Remove the screw holding the grounding strap.

4. Remove the existing fixture.

5. Refer to Figure 6 and select the appropriate
fixture for the connector type and size to be used.

6. Place one end of the new fixture over the
retaining screw at the inner (fixed) connector clamp
end of the fixture mounting area.

7. Slide the rear connector clamp up to the fixture,
and locate the end of the fixture over the locating
screw (with the clamp open).

8. With the fixture in position, tighten the rear
connector clamp locking screw with a 5/32–in. hex
wrench.
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Figure 6
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For additional adjustment information, contact an ATS
Representative at 1–877–671–2955.
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Clean all debris and insulation buildup from the
inserter assemblies.

	��� �- *%!�,%('

Remove the cover plate and place a few drops of light
oil onto the wire clamp slide. Cycle several times and
wipe off excess oil before terminating wires.

	��� �%+-�& �'+)#!,%('

1. Inserter tip – check for cracks, chips, or burrs.
Remove or replace as necessary.

2. Guide block housing – check for burrs or
gouges. Remove burrs.

3. Shear blade – check for chips or burrs. Replace
as necessary.

4. Inserter mounting plate – check for cracks,
specifically around the lower shear mounting slot.
Replace as necessary.
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Figure 7 lists the items that are recommended as
either expendable tooling or spare tooling.
Expendable tooling, which includes items that are
subject to wear, should be inspected regularly and
replaced, if necessary.

Recommended spare tooling includes items that
should be stocked to prevent machine downtime in
the event that they become damaged.

For detailed information on the location of these
items, and other replacement parts, refer to the
drawings supplied in the tooling kit’s documentation
package.
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Figure 7



�##! "� � $ ����	
���� ����	

��$ �	 �� �

�� ���������������

������� �������� 
���� ������


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

��!� "� �!!����' �#" �� ���#!"���"� 	��#!" ��!� "� �!!����' �! ��!� ���� �� "��!
!���"�


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

������� ��!� "� "��� ��!���"� ������ ��!� "� �


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

�� � !��� ����"� $� '���� ��!� "� �#��� ������� ��" � ��� �' !�"� 	��#!" ������� �! ��!� ���� �� "��! !���"�

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

��!� "� �!!����' �#" �� ���#!"���"� 	��#!" ��!� "� �!!����' �! ��!� ���� �� "��!
!���"�

������� ��!� "� "�� � ��%� !��� � ��!���"� ������ ��!� "� � !��� �! ����!!� '�

��!#��"��� �&" #���� �� � ����� �� �� "�� � ��"� 	��#!" �� �� �! ��!� ���� �� "��! !���"�

��!� "� �#��� ������� ��" � ��� �' !�"� 	��#!" ������� �! ��!� ���� �� "��! !���"�

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

��!� "� �!!����' ��!�"��� "�� ���!� "�
������"� �

	��#!" ��!� "� �!!����' ��!�"��� �! ��!� ���� ��
"��! !���"�


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

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

��!� "� �#��� ������� ��" � ��� �' !�"� 	��#!" ������� �! ��!� ���� �� "��! !���"�


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

������� ��!� "� "��� ��!���"� ������ ��!� "� �

������� ������"� �����!� ��!���"� ������ ������"� �����!�

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

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

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

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

	� �������� �������

This is a new release of a 416–8  per
EC 0990–1568–04. This document supercedes
408–8489.


