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This document contains information on the installation of the WS300 Series of
wireless triaxial sensors.

WS300 Series Product Overview

CTC Connect WS300 Series Wireless Sensors capture and transmit three axes
of dynamic vibration signals over a Bluetooth® Low Energy 5.2 connection, as
well as temperature measurements. Within a clear line of sight, they can transmit
data as far as 1200 ft/365 m.

Data can be accessed via CTC ConnectView™ Web App running on a CTC
Gateway, or through custom software integration with the CTC Connect APl and
CTC Gateway.

WS300 Series sensors are designed for permanent mounting on the machine
surface. To prepare the machine surface for installation, spot face, drill, and tap
the mounting location. CTC suggests using MH117 Series Installation Tool Kits.
To view in depth mounting instructions, please view our Mounting Guide.
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To avoid premature battery usage, CTC Wireless sensors ship with the battery
disconnected. To install, remove the cap and connect the battery’'s connector to
the receptacle on the back of the exposed circuit board. Tighten down the sensor
cap and your sensor will now begin sending out Bluetooth® advertisements
for discovery. CTC Gateways and the preloaded Web App will automatically be
scanning for these advertisements when running, making all detected sensors
visible and autonomously establishing connections to newly discovered sensors.
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Stud Mounting
Please be aware that due tothe WS300 Series Sensor being triaxial, stud mounting

may present challenges in maintaining precise control over the orientation of the
axes during mounting.

Spot face, drill, and tap the mounting location. CTC recommends MH117 Series
Installation Tool Kits inclusive of spot face tools that are 1.25 inches in diameter:

MH117-1B High Speed Steel 1.25in.(31.75 mm) /4-28
MH117-4B High Speed Steel 1.25in.(31.75 mm) M6x1
MH117-6B High Speed Steel 1.25in.(31.75 mm) M8x1.25
MH117-11B Carbide Tipped 1.25in.(31.75 mm) /4-28
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Threadthe sensorontothe machine using 2to 5 ft-lbs of mounting force. A coupling
agent (such as MH109-2A epoxy) will maximize the high-frequency response of
your hardware but is not required. Ensure that once fully threaded, the mounting
base of the WS300 is completely flush with the mounting surface.
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NOTE: If the sensor is not tight enough, proper coupling between the base
of the sensor and the mounting disk will not be achieved. If the sensor is
over-tightened, stud failure may occur.
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Quick Disconnects with Adhesive Mounting Stud
Prepare the mounting location by spot facing using MH117 Series Installation Tool
Kit spot face drills. For Quick Disconnect Studs, it's advisable to use tools with a

diameter of at least one inch.

MH117-3A High Speed Steel 1.0in. (25.4 mm)

MH117-13A Carbide Tipped 1.0in. (25.4 mm)
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Remove the stud adapter from the sensor. Using a 3/16 in. allen wrench, loosely
thread the MH107-3A receptacle onto the base of the sensor. Align the receptacle
with the axes of the sensor and attach securely. It is recommended to align the
thumbgrip of the receptacle with the Y axis of the sensor, and the locator notch

with the X axis.

Place the sensor and receptacle assembly onto the MH107-1B Quick Disconnect
stud by aligning the locator notches on each mounting piece, then give a quarter
turn clockwise. If using the alignment method above, this will place the Y axis of
the sensor over the locator notch of the stud.

Place the entire sensor assembly onto the prepared machine surface. Use a
marker to indicate the landing points of each axis.
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Disconnect the mounting stud. Apply epoxy (suggested MH109-2A) to the
roughened surface on the bottom of the stud.

Without Epoxy With Epoxy

Affix the stud to the mounting location, ensuring alignment with the desired axis
orientations.
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After the stud has fully adhered to the machine, proceed to attach the sensor and
receptacle assembly securely.

L7

CONNECT



Quick Disconnects With Through Hole Mounting Stud

Spot face, drill, and tap the mounting location. CTC recommends MH117 Series
Installation Tool Kits inclusive of spot face tools that are at least one inch in

diameter:

MH117-3A High Speed Steel 1.0in.(25.4 mm) /4-28
MH117-7A High Speed Steel 1.0in. (25.4 mm) M6x1
MH117-13A Carbide Tipped 1.0in.(25.4 mm) M6x1
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Remove the stud adapter from the sensor. Using a 3/16 in. allen wrench, loosely
thread the MH107-3A receptacle into the base of the sensor. Align the receptacle

with the axes of the sensor and attach securely.

Place the sensor and receptacle assembly onto the Quick Disconnect stud by
aligning the locator notches on each mounting piece, then give a quarter turn
clockwise. If using the alignment method above, this will place the Y axis of the
sensor over the locator notch of the stud.

Place the entire sensor assembly onto the prepared machine surface. Use a
marker to indicate the landing points of each axis.
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Disconnect the mounting stud. Insert the through bolt into the top of the stud.

Affix the stud to the mounting location by tightening down the through bolt,
ensuring alignment with the desired axis orientations.
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After the stud is fully adhered to the machine, proceed to attach the sensor and
receptacle assembly securely.
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Adhesive Mounting Pads
CTC recommends using MH130-3A Adhesive Mounting Disk with 4-28 blind
tapped hole.

Prepare the mounting location by spot facing using MH117 Series Installation Tool
Kit spot face drills. For the MH130-3A, it's advisable to use tools with a diameter
of 1.25 inches:

MH117-1A High Speed Steel 1.25in.(31.75 mm)
MH117-11a Carbide Tipped 1.25in.(31.75 mm)
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Thread the sensor fully onto the mounting pad. Use a marker to indicate the landing
points of each axis on the mounting pad. Once complete, unthread the sensor.

Apply epoxy (suggested MH109-2A) to the roughened surface on the bottom of
the mounting pad.

Without Epoxy With Epoxy
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Affix the mounting pad to the mounting location, ensuring alignment with the
desired axis orientations.
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After the mounting pad has fully adhered to the machine, proceed to attach the
sensor and stud to the mounting pad and tighten securely, approximately 2 to
5 ft. Ibs.
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Adjustable Orientation Magnetic Mounting Base
Insert the provided allen wrench into the socket on the bottom of the MH214-3A
magnet.
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Holding the magnet and wrench in one hand, thread the sensor and stud onto the
front of the magnet until sensor and magnet make loose contact. Remove the
allen wrench.

Align the the axes of the sensor as desired with respect to the rails of the magnet.
Reinsert the allen wrench, and tighten the entire assembly.

Gently rock the sensor and magnet assembly onto the machine at the intended
location.
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Magnetic Mounting Base
Thread the sensor and stud onto the MH114-3A magnet.

Gently rock the sensor and magnet assembly onto the machine at the intended
location, ensuring that the axes of the sensor are in the intended alignment with
the machine.

Please visit www.ctconline.com to view a complete recapitulation of our warranty
and refund policies.

The Bluetooth® word mark and logos are registered trademarks owned by Bluetooth SIG, Inc. and any use of such marks by Connection Technology Center, Inc. (CTC) is under license.
Other trademarks and trade names are those of their respective owners.
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