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1 GENERAL DESCRIPTION

1.1 DESCRIPTION

This manual covers the tooling
available to press Molex HDM
Backplane Power Modules,
Backplane Connectors, Daughtercard
Power Modules and  Daughtercard
Connectors into printed circuit
boards. Also covered is the tooling to
press an HDM shroud over the
contacts of an HDM connector
mounted on the other side of the pc
board. See Table below for list of
applicable connectors and shrouds.
The pressin tooling is designed to go
into a flat platen press. Operation is
simple: Position a printed circuit
board on the customer supplied
support. Then hand start a connector
into the pc board. Position the loading
head in to the connector. Actuate the
press to press the connector pins into
the board. See individual instruction
sheets (Appendix B) for operation of
repair tools

1.2 FEATURES

The press-in tooling is designed so
that one block will press in one
connector or several different blocks
can be mounted into a custom
mounting rail for pressing in any
combination of connectors in one
operation. 

1.3 TECHNICAL SPECIFICATIONS

1.3.1 Dimensions & Weight

See the individual tool sheet and
instruction sheets in the appendixes
for measurements and weight of
individual tools.

1.3.2 Rate   

90 connectors pressed in (one at a 
time) per hour depending on 
operator skill.

1.4 DELIVERY CHECK

Carefully remove the tooling from its
shipping container and check to confirm
that the tooling matches the purchase
order and no damage has occurred. 

1.5 TOOLS

A metric hex wrench will be required to
assemble and/or install the press-in
tools.

1.6 PRESS REQUIREMENTS 

1.6.1 Basic Press Requirements
The press-in tools are designed to be
used in a flat platen press meeting the
following requirements (Reference Fig.
1-1):
  

1.6.2 Molex Presses

Molex offers two (2) presses suitable for
this application (See Fig. 1-2 & 1-3).
They are:

(con’t. on page 1-3)
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66N (15 lbs) per
pinForce

150 mm (6 in.)ThroatC

89 mm (3.5 in.)OpeningB

51 mm  X 102
mm
X 25.4 mm  2 in.
X 4 in. X 1 in.

Upper PlatenA

Dimension*DescriptionLetter



  

(con’t. from page 1-2)

     62200-6400   16-ton Electric Flat Platen        
   Press.

     62201-3800   8-ton Pneumatic Flat Platen    
   Press.
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PRESS DIMENSIONS
Fig. 1-1

MOLEX STANDARD (8-TON) FLAT
PLATEN PNEUMATIC PRESS

62201-3800

Fig. 1-3

MOLEX STANDARD (15-TON) FLAT
PLATEN ELECTRICAL PRESS

62200-6400

Fig. 1-2



TABLE 1  APPLICABLE 
CONNECTORS

TABLE 1  APPLICABLE 
CONNECTORS (Con’t.) 
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144 Ct. Vert. Backplane
Hdr. w/ Key & Guidance
(5mm)*

73644-10XX**

72 Ct. Vertical Backplane
Header w/Key &
Guidance (6mm Pin
Height*)

73644-02XX**

72 Ct. Vertical Backplane
Header w/Key &
Guidance (5mm Pin
Height*)

73644-00XX**

144 Ct. Vertical
Backplane Header w/End
Wall (6mm Pin Height*)

73643-1200

144 Ct. Vertical
Backplane Header w/End
Wall (5mm Pin Height*)

73643-1000

72 Ct. Vertical Backplane
Header w/End Wall (6mm
Pin Height*)

73643-0200

72 Ct. Vertical Backplane
Header w/End Wall (5mm
Pin Height*)

73643-0000

144 Circuit Vertical
Backplane Header (6mm
Pin Height*)

73642-1200

144 Circuit Vertical
Backplane Header (5mm
Pin Height*)

73642-1000

72 Circuit Vertical
Backplane Header (6mm
Pin Height*)

73642-0200

72 Circuit Vertical
Backplane Header (5mm
Pin Height*)

73642-0000

Backplane Power Module
(Custom)73656-5000

Backplane Power Module
(Standard)

73656-0000

Description
Connector
No.

144 Ct. Vertical Duckpin
Midplane Header (6mm Pin)*

73797-1200

144 Ct. Vertical Duckpin
Midplane Header (5mm Pin)*73797-1000

72 Ct. Vertical Duckpin
Midplane Header (6mm Pin)*

73797-0200

72 Ct. Vertical Duckpin
Midplane Header (5mm Pin)*

73797-0000

144 Ct. H. R. Vert. Stacking
Hdr. w/Closed End (10mm)73770-1300

144 Ct. H. R. Vert. Stacking
Hdr. w/Closed End (15mm)

73770-1100

72 Ct. H. R. Vert. Stacking
Hdr. w/Closed End (10mm
SH)

73770-0300

72 Ct. H. R. Vert. Stacking
Hdr. w/Closed End (15mm
SH)

73770-0100

144 Ct. High Rise Vertical
Stacking Header (10mm SH)

73769-1300

144 Ct. High Rise Vertical
Stacking Header (15mm SH)

73769-1100

72 Circuit High Rise Vertical
Stacking Header (10mm SH)73769-0300

72 Circuit High Rise Vertical
Stacking Header (15mm SH)

73769-0100

288 Circuit Vertical Signal
Module (6mm)* (2 Conn.
End-to-End)

73642-1200
(2)

288 Circuit Vertical Signal
Module (5mm)* (2 Conn.
End-to-End)

73642-1000
(2)

144 Ct. Vert. Backplane Hdr.
w/ Key & Guidance (6mm)*

73644-12XX*
*

DescriptionConnector
No.



TABLE 1  APPLICABLE 
CONNECTORS (Con’t.) 

TABLE 1  APPLICABLE 
CONNECTORS (Con’t.)
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144 Ct. Long Pin Vertical
Midplane Header (5mm
Pin)*

73800-1000

72 Ct. Long Pin Vertical
Midplane Header (6mm
Pin)*

73800-0200

72 Ct. Long Pin Vertical
Midplane Header (5mm
Pin)*

73800-0000

144 Circuit Vertical
Duckpin Midplane Header
w/Key and Guidance (6mm
pin height)*

73799-12XX**

144 Circuit Vertical
Duckpin Midplane Header
w/Key and Guidance (5mm
pin height)*

73799-10XX**

72 Circuit Vertical Duckpin
Midplane Header w/Key
and Guidance (6mm pin
height)*

73799-02XX**

72 Circuit Vertical Duckpin
Midplane Header,. w/Key
and Guidance (5mm)*

73799-00XX**

144 Ct. Vert. Duckpin
Midplane Hdr. w/Closed
End (6mm)

73798-1200

72 Ct. Vert. Duckpin
Midplane Hdr. w/Closed
End (6mm)*

73798-0200

72 Ct. Vert. Duckpin
Midplane Hdr. w/Closed
End (5mm)*

73798-0000

72 Ct. Vert. Duckpin
Midplane Hdr. w/Closed
End (6mm)*

73798-0200

72 Ct. Vert. Duckpin
Midplane Hdr. w/Closed
End (5mm)*

73798-0000

Description
Connector
No.

48 Circuit No End Wall
Shroud

73087-0001

144 Ct. Long Pin Vertical
Midplane Header w/Key and
Guidance (6mm Pin Height)

73802-12XX**

144 Ct. Long Pin Vertical
Midplane Header w/Key and
Guidance (5mm Pin Height)*

73802-10XX**

72 Ct. Long Pin Vertical
Midplane Header w/Key and
Guidance (6mm Pin Height)*

73802-02XX**

72 Ct. Long Pin Vertical
Midplane Header w/Key and
Guidance (5mm Pin Height)*

73802-00XX**

144 Ct. L. P. Vert.  Midplane
Hdr. w/Closed End (6mm)*

73801-1200

144 Ct. L. P. Vert.  Midplane
Hdr. w/Closed End (5mm)*

73801-1000

72 Ct. L. P. Vert. Midplane
Hdr. w/Closed End (5mm
Pin)*

73801-0000

144 Ct. Long Pin Vertical
Midplane Header (6mm
Pin)*

73800-1200

144 Ct. Long Pin Vertical
Midplane Header (5mm
Pin)*

73800-1000

72 Ct. L. P. Vert. Midplane
Hdr. w/Closed End (5mm
Pin)*

73801-0000

144 Ct. Long Pin Vertical
Midplane Header (6mm
Pin)*

73800-1200

Description
Connector
No.



TABLE 1  APPLICABLE 
CONNECTORS (Con’t.)
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CROSS SECTION OF
CONNECTOR SHOWING PIN

HEIGHT

Fig. 1-4

SH  Stack Heightv -- See Fig. 1-5 for explanation.

** The XX's represent the digits that identify the
connector key combination. 

* See Fig. 1-4 for explanation of "Pin Height".

PIN HEIGHTPIN HEIGHT

STACK HEIGHT

CROSS SECTION OF HIGH RISE
CONNECTOR SHOWING STACK

HEIGHT

Fig. 1-5

5 Power Modules
Stacked

73656-0000 or
73656-5000

4 Power Modules
Stacked

73656-0000 or
73656-5000

72 Circuit Right End Wall
Shroud

73087-0302

72 Circuit Left End Wall
Shroud

73087-0202

72 Circuit Dual End Wall
Shroud73087-0102

72 Circuit No End Wall
Shroud

73087-0002

48 Circuit Right End Wall
Shroud

73087-0301

48 Circuit Left End Wall
Shroud73087-0201

48 Circuit Dual End Wall
Shroud

73087-0101

Description
Connector
No.
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2 INSTALLATION & OPERATION

2.1 PRINTED CIRCUIT BOARD BACKUP
(or SUPPORT) PALLET

When an HDM connector is pressed
into a printed circuit board,
considerable force is required.
Therefore the printed circuit board
needs to be adequately supported to
prevent damage to the board, and to
insure consistent press-ins. The
customer must supply the support
fixture.

A printed circuit board backup pallet
can easily be made. The following
procedure is a simple method of
making one.

1. Locate a suitable piece of material
for the backup. It should be
approximately ¾ inch thick and the
same size or a little larger than the
printed circuit board to be used.
While aluminum could be used, a
rigid nonconductive material such as
a phenolic is preferred. (A stack of
scrap pc boards of suitable size
could be fastened together and
used.)

2. Obtain a scrap pc board like the
ones to be assembled. Attach this
board to the material from step 1.

3. Using an oversize drill bit, drill
through each hole where a pin from
the connector(s) will go. Drill deep 
enough into the lower material to be
certain the pins do not bottom out
when inserted (at least 5mm [0.20in]
deep).

4. Locate two (2) holes on the pc board
to use as locating points. Drill for and
mount suitably sized dowel pins in
these two locations on the support
fixture.

2.2 PRESS STROKE ADJUSTMENT 

Most presses have some means of
adjusting the stroke, please refer to the
appropriate manual, for the press being
used, for press stroke adjustments. The
stroke should be adjusted so that when
the press ram stops in the down
position, the bottom of the connector is
flush to 0.155mm (.006 in.) above the
surface of the pc board (See Fig. 2-).

2.3 MULTIPLE INSERTION TOOL
ASSEMBLIES

The various insertion modules can be
assembled into a custom mounting rail
to insert a line of connectors. Fig. 2-3
shows a typical multiple tool setup.
A custom rail must be designed and
made. 

2.3.1 Design of Custom Mounting Rail

Molex will design and make these
special mounting rails to the customer’s
requirements. 
However, should the customer desire to
make his own, the procedure is
described below. 

2-2

MAXIMUM CLEARANCE BETWEEN PC
BOARD AND CONNECTOR

Fig. 2-1

0.155mm MAX
(.006 in.)



TABLE 2-1

 Fig. 2-2 and Table 2-1 show the
insertion module dimensions necessary
to design a mounting rail

DIMENSIONS
 

for your application.
1. Determine the connectors to be

installed and the order of each 
connector in the line. Using the
example for the tool in Fig. 2-3, this
would be, from left to right, 
1) 73656-0000 power module;
2) 73642-0000 72 pos. module;
3) 73656-0000 power module;
4) 73642-1000 144 pos. module;
5) 73642-1000 144 pos. module. 

2. Referring to Section 4.1, determine
the modules necessary to insert the
line of connectors from step 1.
For the example, this would require
the following insertion modules
1) 62200-5711 power ins. module;
2) 62200-8502 72 pos. ins. mod.:
3) 62200-5711 power ins module;

2-3

TYPICAL MULTIPLE TOOL SETUP
Fig. 2-3

DIMENSIONS FOR DESIGNING CUSTOM RAILS
Fig. 2-2

47.98 ±.0224.00 ±.1325.40 ±.1311.30 ±.1362200-5703

23.98 +0 -.03NANA11.99 ±.1362200-8502

12.17 ±.02NANA6.00 +.05 -.1062200-5711

“D”“C”“B”“A”Tool No.



4) 62200-5703 144 pos. ins mod.;
5) 62200-5703 144 pos. ins. mod.

3. From Table 2-1 determine the
lengths (“E” Dims.) for each
insertion module. For our example,
this would be:
1) 62200-5711 = 12.17 ±.02 mm;
2) 62200-8502 = 23.98 +0 -.05 mm
3) 62200-5711 = 12-17 ±.02 mm;
4) 62200-5703 = 47.98 ±.02 mm;
5) 62200-5703 = 47.98 ±.02 mm.

4. Total these dimensions. For our
example this would be 144.28 mm

5. Obtain a length of aluminum bar that
is 25 mm by 12.7 mm by T + >25
mm where “T” is the total from 
step 4. In our example this would be
144.28 + 25+ =170 mm

6. Machine cross section of this bar
per Fig. 2-4.  

7. Taking dimensions from Table 2-1
and Fig. 2-2, calculate the locations
for the bolt holes (Ref. to Fig. 2-5).  
L1 = (S÷2) + A (for first module) .
L2 = B (for first module)
L3 = (S÷2) + E (for first module) + A
(for second module)

L4 = B (for second module)
L5 = (S÷2) + E (for first module) + E
(for second module) + A (for third
module).
ETC.
For our example:
L1 = (25÷2) + 6 = 18.5 ±.13
L2 = NA
L3 = (25÷2) + 11.99 + 11.99 =             
    36.48
L4 = NA
L5 = (25÷2) + 11.99 + 23.98 + 6.00   
   = 54.47 (round to 54.50)
L6 = (25÷2) + 11.99 + 23.98 +             
   11.99 + 11.30 = 71.76 (71.80)
L7 = 25.40
L8 =  (25÷2) + 11.99 + 23.98 +            
     11.99 + 47.98 + 11.30 =                 
 119.74

8. Once the holes are calculated, drill
and counterbore for an M4 SHCS.

2.3.2 Assembling Multiple Insertion Tool
Assemblies

1. Once the new rail is completed,
simply locate the various insertion
modules in their proper location and
install the necessary M4 X 12
socket head cap screws. Do not
tighten at this time.

2. Take a sample pc board with the
correct combination of connectors
mounted to it and carefully set the
insertion tool assembly into the
connectors.

3. When the insert modules are set
properly in the connectors, tighten
the socket head cap screws.

2-4

MOUNTING RAIL DETAILS
Fig. 2-4



2.4 OPERATION
2.4.1 Operation of Pressin Tools

1. Carefully locate the connector(s) on
the printed circuit board and start in
by hand. Make sure pin 1 is in the
correct position on all connectors.
(See Fig. 2-6 and 2-7

2. Locate the pre loaded board into the
support pallet. (See Fig. 2-8)
NOTE:     This tooling could be
mounted to the upper platen of the
press. If this is the case, jump to
step 9.

3. Locate the proper tool in each
connector, carefully checking
alignment. (See Fig. 2-9)

4. Position the pre loaded support
pallet under the press platen.

5. Cycle the press.
6. Remove the loaded support pallet.

2-5

RAIL MOUNTING HOLE DIMENSIONS
Fig. 2-5

TYPICAL LOADING STEP 1a
Fig. 2-6



7. Carefully remove the insertion
tool(s).

8. Remove the printed circuit board. 
NOTE: Proceed with the following steps only if

the tooling is attached to the press.
9. Locate the loaded support pallet

under the tooling in the press.
10. Slowly lower the press to be sure the

tooling lines up with the connectors.
11. Cycle the press.
12. Remove the support fixture from

under the press.     
13. Remove the pc board from the

support fixture.

2.4.2   Operation of Other Tools

Fig. 2-10 & 2-11 shows a typical
multiple power module installation. 
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TYPICAL LOADING STEP 3
Fig. 2-9

TYPICAL LOADING STEP 2
Fig. 2-8

STARTING A TYPICAL MULTIPLE
POWER MODULE INSTALLATION

Fig. 2-10

TYPICAL LOADING STEP 1b
Fig. 2-7



  
Figure 2-12 shows how a right angle
daughter card press in tool is located
on a right angle daughter card signal
and power module assembly with
stiffener rail.

There are a variety of other tools, repair
tools, specialty tools, custom tools, etc.

The operation of these tools is found in
the individual instruction sheets for
these tools. (See Appendix B & C.)
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MODULES PRESSED IN
Fig. 2-11

RIGHT ANGLE DAUGHTER CARD
ASSEMBLY INSTALLATION

Fig. 2-12
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SECTION 3  MAINTENANCE, SPARE 
PARTS, PERISHABLE 
PARTS AND PROBLEM 
CHECKLIST

3.1 Maintenance

3.1.1 Cleaning

Once a day the support fixture
should be cleaned of dust and
plating particles and other debris.
Compressed air may be necessary
to remove debris from the pin
clearance holes.

CAUTION:  Use extreme caution when
using compressed air for cleaning
as it can cause debris to get lodged
in the tooling or come flying out at
the operator. USE of proper safety
glasses by the operator and
onlookers is required.

3.1.2 Lubrication

There is no lubrication required on
any of the HDM tooling. However,
the presses each have their own
requirements for lubrication and
maintenance. The instruction manual
for the specific press being used
should be referred to.  Molex
provides a sheet for logging routine
preventive maintenance in this
section.

3.2 SPARE PARTS

Spare parts are parts that are
available to support the HDM
Tooling in service. They are moving
or otherwise functioning parts that
could damaged or malfunction.
Molex Application Tooling Group

recommends that the customer
keep some or all of these parts on
hand to reduce down time. These
parts are identified in the Parts Lists
in Appendices A, B & C.

3.3 PERISHABLE PARTS

Perishable parts make contact with
the product and can wear over time.
The customer is responsible for
maintaining these parts and Molex
recommends that they keep at least
one spare set on hand at all times.
These parts are identified in the
Parts Lists in Appendices A, B & C.
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CHART 3.1  PREVENTIVE MAINTENANCE

DAILY:  Clean, See Section 3.1.1

MONTHLY:  Lubricate,  See Section 3.1.2

CHECK SHEET    MONTH                      YEAR                  

Chart may be copied for mounting.

Schedules should be adjusted up or down depending on usage.

Molex Application Tooling Group recommends that a log of preventive maintenance
be kept with the machine.

3-3

Monthly     
Lubricate

WEEK
5

WEEK
4

WEEK
3

WEEK
2

(Check box
when done)

WEEK
1

Daily
      Clean

SUNSATFRITHUWEDTUEMON



PROBLEM CHECKLIST

3-4

1.  Refer to the appropriate   
    press manual and               
 adjust the stroke. See          
Section 2.2.

1.  Check fixturing and           
   repair as required.

2.  Check alignment of           
   fixturing in press.

3. Check to be sure the          
 press platen is pressing       
squarely on the tooling        
block.

1.  Replace tool.

1.  Press stroke set too          
   low.

2.  Something not properly    
   aligned.

3.  "Blades" on tooling bent   
   or damaged.

1.  Connector being                
   damaged.

SOLUTIONPOSSIBLE CAUSEPROBLEM
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SECTION 4.1
AVAILABLE STANDARD ASSEMBLY TOOLS

These are the Molex standard tools for pressing in the various HDM connectors. Most can be
stacked in any combination on a custom mounting rail to assemble a strip of connectors. See
Section 2.3 for details. See also the tooling sheets in Appendix A.
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62201-4400

73656-100073644-12XX

62200-571173656-000073644-10XX

73642-1200 (2)62200-570373643-1200

62200-570573642-1000 (2)73643-1000

73087-030273642-1200

73087-020273642-1000

62200-990073087-010273802-02XX

73087-000273802-00XX

73087-030173801-0200

73087-020173801-0000

62200-980073087-010173800-0200

73087-000173800-0000

73802-12XX73799-02XX

73802-10XX73799-00XX

73801-120073798-0200

73801-100073798-0000

73800-120062200-850273797-0200

73800-100073797-0000

73799-12XX73770-0300

62200-570373799-10XX73770-0100

73798-120073769-0300

73798-100073769-0100

73797-120073644-02XX

73797-100073644-00XX

73770-130073643-0200

73770-110073643-0000

73769-130073642-0200

73769-110073642-0000

TOOL ORDER NO.CONNECTORTOOL ORDER NO.CONNECTOR



SECTION 4.2
REPAIR TOOLS

There are a variety of tools designed for repairing printed circuit boards with damaged or
incorrectly installed HDM connectors. Instruction sheets for these tools can be found in Appendix
B, except as noted.

* See separate instruction manual for details, picture of tool is on the cover in the upper right
corner.
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62201-5600*
Stiffener rail removal/installation tool is for removing
and reinstalling an HDM stiffener rail so that
damaged connectors can be repaired.

62100-3800HDM & VHDM Joiner/ground Insertion tool

62100-3400
(72 position)

over the contacts of a connector located on the other
side of the pc board.

73087-0002,
73087-0102,

73087-0202 &
73087-0302

62100-3300
(48 position)These two shroud removal tools are used to remove

the Hdm shrouds that have been pressed

73087-0001,
73087-0101,

73087-0201, &
73087-0301

62100-1400
The Single Contact Insertion Tool is a hand tool for
inserting a single HDM backplane signal contact into
a backplane module mounted to a pc board.

73645 series

62100-1300
The Daughter Card Removal Tool is a hand tool
used for removing the stiffener from a daughter card
module.

62100-1200

The Backplane Power Contact Removal Tool is a
hand tool for removing backplane power contacts
from a pc board. Use with Power Module Removal
Tool P.N. 62100-1100.

62100-1100

The Backplane Power Module Removal Tool is a  
hand tool used to remove the backplane power
module insulator. Use in conjunction with
62100-1200 Contact Removal Tool.

73656 series

62100-1000
The Backplane Single Contact Knockout Tool is a
simple hand tool designed to remove a single
backplane contact from a Connector and pc board.

73645 series

Tool Order No.Description 
Connector No.

or
Contact  No.



SECTION 4.3
CUSTOMER SPECIAL TOOLS

These assembly tools are designed for a specific customer’s custom application.  See
Appendix C for tooling sheets and instruction sheets for these tools.
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62201-8400Custom daughter card press in fixture (HDM &
Omnigrid mix)

62201-08004 position HDM power module press in tool (SCI)

62201-07005 position HDM power module press in tool (SCI)

62201-0500Stiffener removal/installation tool (Intel)

62201-0100Power module press in tool (Intel)

62200-9700Power mod/72 pos./power mod. tool “Grand”

62200-9600288 shroud press tool with pins “Grand” center to

62200-9100Right angle daughter card press in tool

62200-8800Mating half press in tool

62200-8700Daughter card press in tool

62200-8600“Grand” connector right half press in tool

62200-8500“Grand” connector left half press in tool

Tool Order No.DescriptionConnector No.



SECTION 5

GLOSSARY OF TERMS

. 

The tooling that goes on top of the connector. It contains the
mounting block and dies (or tools) necessary to properly apply
pressure where required to push the connector terminals and
locking posts into the holes in the printed circuit board.

Upper Tooling

Same as backup palletSupport Pallet

Abbreviation for printed circuit boardPC Board

High Density Metric connector system: A 2mm pitch
module-to-backplane connector system designed for
applications requiring high interconnect density and
high-speed signal integrity. HDM+ have internal ground
contacts.
Both HDM & HDM+ are registered trade marks of Teradyne, Inc. 

HDM
HDM+

A press in which the upper tooling or die set is not attached to
the press ram. The ram has a simple flat plate (or platen)
attached to it. For this application, the upper tooling is
positioned in the connector(s). The press ram comes down on
top this tooling and presses on it. When the press ram goes
back up, the upper tooling stays with the connector. 

Flat Platen Press

A connector which has terminals that are designed to give
slightly when pressed into a hole in a pc board so that the
terminal (pin) makes solid electrical contact with the printed
circuit board, alleviating the need for soldering.

Compliant Pin
Connector

A simple fixture used to locate and support a printed circuit
while a compliant pin connector is being pressed into the pc
board. Considerable force is required to press one of these
connectors into a pc board,  thus the pc board must be
adequately supported to avoid being damaged. It must have
adequate clearance for the terminals when they protrude
through the pc board.

Backup Pallet



APPENDIX A

TOOL SHEETS, ASSEMBLY DRAWINGS & BILLS
OF MATERIALS FOR STANDARD VERTICAL AND

RIGHT ANGLE PRESS IN TOOLS



 

62200-8502   72 POSITION  HDM BACKPLANE INSERTION HEAD

This tool weights about 0.1 kg (0.2 lbs) and will do about 200 assemblies an hour depending
on operator skill and press speed. See the main manual, Section 2, for installation and
operating instructions. 
There is an M6 drilled and taped hole in the top for mounting to a custom rail (See Note) or
mounting to the press upper plate, if desired. 
A support fixture of some sort is highly recommended due to the high forces required to
press in the connectors. See Section 2.1 for instructions for making a support.

NOTE:  This tool can be stacked together with the 144 position tool (P.N. 62200-5703) and/or
the 288 position tool (P.N. 62200-5705)  and/or the power module tool (P.N.
62200-5711)  and/or custom tools in any combination to load a custom combination of
HDM connectors. These tools are mounted in a custom designed mounting rail. See
Section 2.3 for detailed information on designing the rails and mounting these special
combinations.



 

62200-5703  144 POSITION HDM BACKPLANE INSERTION HEAD  

This tool weights about 0.2 kg (0.4 lbs) and will do about 200 assemblies an hour depending
on operator skill and press speed. See the main manual, Section 2, for installation and
operating instructions. 
There are two (2) #8-32 drilled and taped holes in the top for mounting to a custom rail (See
Note) or mounting to the press upper plate, if desired. A ¼ in. dowel hole is also provided
with an #8-32 tapped hole for locking the dowel.
A support fixture of some sort is highly recommended due to the high forces required to
press in the connectors. See Section 2.1 for instructions for making a support.

NOTE:  This tool can be stacked together with the 72 position tool (P.N. 62200-8502) and/or the
288 position tool (P.N. 62200-5705)  and/or the power module tool (P.N. 62200-5711)  
and/or custom tools in any combination to load a custom combination of HDM
connectors. These tools are mounted in a custom designed mounting rail. See Section
2.3 for detailed information on designing the rails and mounting these special
combinations.



62200-5705  288 POSITION HDM BACKPLANE INSERTION TOOL

This tool is for inserting two (2) 144 position connectors. It weights about 0.2 kg (0.4 lbs) and
will do about 200 assemblies an hour depending on operator skill and press speed. See the
main manual, Section 2, for installation and operating instructions. 
There are four (4) #8-32 drilled and taped holes in the top for mounting to a custom rail (See
Note) or mounting to the press upper plate, if desired. A ¼ in. dowel hole is also provided
with an #8-32 tapped hole for locking the dowel.
A support fixture of some sort is highly recommended due to the high forces required to
press in the connectors. See Section 2.1 for instructions for making a support.

NOTE:  This tool can be stacked together with the 72 position tool (P.N. 62200-8502) and/or the
144 position tool (P.N. 62200-5703)  and/or the power module tool (P.N. 62200- 5711)  
and/or custom tools in any combination to load a custom combination of HDM
connectors. These tools are mounted in a custom designed mounting rail. See Section
2.3 for detailed information on designing the rails and mounting these special
combinations. In multiple tool assemblies, two (2) 144 position tools (P.N. 62200- 5703)
are often used in place of this tool. 



62201-4400 HDM VERTICAL POWER MODULE INSERTION HEAD

BILL OF MATERIALS FOR 62201-4400

This tool weights about 0.2 kg (0.4 lbs) and will do about 200 assemblies an hour depending
on operator skill and press speed. See the main manual, Section 2, for installation and
operating instructions. 
There are two (2) #8-32 drilled and taped holes in the top for mounting to the press upper
plate, if desired. 
A support fixture of some sort is highly recommended due to the high forces required to
press in the connectors. See Section 2.1 for instructions for making a support.

1Tool,  Vertical Power62201-44012
1Plate,  Mounting62200-57121

Req’d.DescriptionOrder No.Item



       

62200-9800  HDM 48 POSITION SHROUD INSERTION TOOL 

BILL OF MATERIALS FOR 62200-9800

This tool weights about 0.2 kg (0.4 lbs) and will do about 200 assemblies an hour depending
on operator skill and press speed. See the main manual, Section 2, for installation and
operating instructions. 
A support fixture of some sort is highly recommended due to the high forces required to
press in the connectors. See Section 2.1 for instructions for making a support.

       

1Tool,  48 Position Press62200-98012

1Plate,  Mounting62201-00011

Req’d.DescriptionOrder No.Item



62200-9900  HDM 72 POSITION SHROUD INSERTION TOOL 

BILL OF MATERIALS FOR 62200-9900

This tool weights about 0.2 kg (0.4 lbs) and will do about 200 assemblies an hour depending
on operator skill and press speed. See the main manual, Section 2, for installation and
operating instructions. 
A support fixture of some sort is highly recommended due to the high forces required to
press in the connectors. See Section 2.1 for instructions for making a support.

1Tool,  72 Position Press62200-99012

1Plate,  Mounting62201-00011

Req’d.DescriptionOrder No.Item



APPENDIX B

Instruction sheets for Repair & Speciality Tooling

































APPENDIX C

                               Custom Tooling





























APPENDIX D

                          Product Specification




























































