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	3.8
	Specified a direction to turn the valve dial.
	
	

	
	
	New step added to turn on a warning yellow light.
	
	

	
	
	A new step is added to check the proper position of the shut-off valve.
	
	

	
	3.9
	Removed the first part about Authorized Personnel.
	
	

	
	3.15
	Removed warning about valve dial and added in reference to traveler for pressure specifications.
	
	

	
	5.0
	Added LOTO to include the bleeding and the securing of the Hydraulic circuits.
Changed verbiage on the required PPE to safely operate the press.
Minor adjustment to the operational sequence.
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1.0
Scope


This document covers the Operating Procedure for the 84” Press including tooling, collaring, yoke and skinning.
2.0
Equipment/Materials


This document refers to the following equipment:

84” Yoke & Skinning/Collaring Press Elevations (ME-293212) and, 
a hydraulic system.
3.0 Operation Procedure

Notes:
Only authorized and trained personnel can operate the equipment.
If the operation requires working with an Active Hydraulic System (i.e. whereas the Hydraulic System can be under pressure and it is not LOTO) at or near eye level Chemical Goggles must be worn.
Chemical goggles must be worn for operators when: 
-
Troubleshooting an active hydraulic system 
-
Working near an active hydraulic system that is at eye level and not shielded with transparent

plastic. 
-
Performing maintenance or repairs on an active hydraulic system.
3.1 The designated Lead Person shall perform the following visual inspection on both sides of the press.  Any visible problems observed should be brought to the attention of the engineer/supervisor in charge, and he/she will determine whether the operation procedure shall continue.
3.1.1 Inspect hydraulic cylinders, hoses, and disconnects for damage or leaks.  Ensure that any disconnected hydraulic cylinders and hoses have protective caps installed on the couplers to keep contaminates out of the couplers.

3.1.2 Check Belleville Washer stacks for any visible signs of damage.

3.1.3 Check the 3” diameter connecting rods to make sure they are up and secure against the base of the cylinders (nuts are against the cylinders).
3.2 Remove any tools, parts, and/or debris from the top of the transfer table surface, as well as the lower press platen.  Thoroughly clean both surfaces upon completion.

3.3 Check the length of the iron assembly.  Compare this length with the load points on the press (white support columns), if any of these points are unsupported, then a spacer must be inserted at the column’s load point and/or hydraulic cylinders must be disconnected.  

At no time will the press be operated without support at each load point.
The production engineer shall determine which hydraulic cylinders are needed/not needed for the operation to take place.
3.4 The Lead Technician/Supervisor shall ensure that the proper hydraulic cylinders are connected/disconnected per the engineer’s instructions.  Ensure that any disconnected hydraulic cylinders and hoses have protective caps installed on the couplers to keep contaminates out of the couplers.

3.5 Install magnet to be collared/yoke and skinned into mold(s) on the transfer table.
3.6 Insert mold/magnet assembly into yoke and skin press.

3.7 Verify that all the load points coincide with the press columns.

3.8 On the collaring/yoke and skinning press hydraulic pump, ensure that the Power switch is in the OFF position, the V-152 valve dial is turned counter-clockwise so that it is loose and the hydraulic hose shut-off valve is open.

3.9 Turn ON the warning yellow flashing light through the apposite switch.

3.10 Ensure the proper position of the shut-off valve downstream of the pressure controller.  Refer to the specific traveler.

3.11 Energize the hydraulic pump by plugging the hydraulic pump into the proper receptacle near the end of the press.

3.12 Turn the switch to the Collaring/Yoke and Skinning Hydraulic Pump to the ON position.  

3.13 Advance or retract the hydraulic cylinders by moving the Advance/Retract lever.
3.14 The pressure created by the hydraulic pump is controlled by the V-152 valve.  To increase the hydraulic pressure turn the V-152 valve dial in the clockwise (tighten) position.  To decrease the hydraulic pressure turn the V-152 valve dial in the counter-clockwise (loosen) position.  

3.15 Follow the procedure/assembly traveler for pressing, collaring/yoke, skinning, and welding the assembly.  Follow the appropriate Welding Specification.
3.16 Once the assembly is complete, remove all tools, parts, debris, from press area.

3.17 Retract the hydraulic cylinders by turning the V-152 valve dial in the counter-clockwise (loosen) direction.  Refer to the specific traveler if intermediate pressure are requested at this point.
3.18 Place the Advance/Retract lever in the Retract direction.

3.19 Visually inspect that all of the hydraulic cylinders are retracted on both sides of the press.

3.20 Verify that a sufficient gap exists between the bottom of the upper platen and top of the collared/yoked and skinned assembly for removal.

3.21 Switch the Power switch on the hydraulic pump to the OFF position.

3.22 Unplug the hydraulic pump power cord from the receptacle near the end of the press.

4.0
Emergency Shut-Down Procedure
4.1 Release the Hydraulic Pressure.
4.2 Switch the Pump OFF.
4.3 Unplug the Hydraulic Pump.

5.0
Lock-Out and Tag-Out Procedure

	Prepared By:

Date:
	TD Magnet Systems


Tooling, Instrumentation & Controls
	Phone Extension:      6767

	Reviewed By: 


Date: 
	TD Magnet Systems


Electrical Coordinator
	Phone Extension:     4160

	Approved By:


Date: 
	TD Magnet Systems


Department Head
	Phone Extension:     4098

	Equipment identification/description:

84” Yoke & Skin/Collaring Press.

	Purpose:

     The purpose of this procedure is to identify specific hazardous energy sources associated with this machine and the methods used to lock and tag them out to allow safe servicing.  This procedure is an implementation of Fermilab ES&H Manual, Chapter 5120-Control of Hazardous Energy Sources for Personnel Safety.


The authorized repair person(s) shall perform the following steps before maintenance work is permitted:

1. Prepare-The authorized employee shall review this procedure and understand the hazards involved and how to control them.

2. Notify-The authorized employee shall notify the Machine Operator and the Shop Manager that the machine will be shut down and locked out.

3. Shut down-The authorized employee shall shut down the machine using the normal stopping procedure.

4. Isolate-The authorized employee shall isolate and tag out the machine from the following energy sources:

a. Electric: Unplug the hydraulic pump from the outlet receptacle.
b. Hydraulic: Open any and all the Dump Valves in order to bleed back to the hydraulic pump reservoir tank all the residual oil pressure.
5. Verify
The pump can not be energized and there is no residual hydraulic pressure trapped in the header.
6. Lock Out and Tag Out
a. Lock and tag out the two manual valves and the hydraulic pump plugs with approved lock and tag devices. The tags will display the authorized employee’s name, phone number, pager number (if applicable), and the reason for the lock and tag out in accordance with chapter 5120.

b. The person who applies the lock and tag out devices will keep the keys in their possession.

THE MACHINE IS NOW LOCKED OUT AND REQUIRED WORK MAY PROCEED

Return of the machine to service:

The authorized repair person(s) shall perform the following steps before maintenance work is permitted:

1.
Check equipment.  Check the machine and the immediate area around it to ensure that nonessential items have been removed and that the machine is ready for safe operation.

2.
Check work area.  Make sure that all unnecessary tools and other equipment will not impede operation and any other personnel are safely positioned.

3.
Verify.  Verify that all controls are in the appropriate Neutral or OFF position.
4.
Remove locks and tags and re-energize.  The authorized employee(s) who installed the lock(s) and tag(s) shall remove them and then may re-energize the machine.

5
Notify.  Notify the Building Manager and the Process Supervisor that the repair work on the machine is complete and that it may be returned to service.
6.0
Special Precautions

6.1 Technicians must be alert to keep their hands and arms clear of any pinch points.
6.2 Technicians must wear proper clothing and eye protection when working around the press.
6.3 Precautions must be taken for shop personnel and others when exposed to a welding operation in the area.  Proper clothing and weld screens must be used as needed.
7.0
Test Reports
7.1 Refer to the Specific Device Travelers.
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