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1.0
Scope


This document covers the Operating Procedure for the Short Model Tooling Coil Curing Press Assembly (ME-
344413) including coil insertion, Hydraulic Operations (ME-344535) and electrical hook-ups with heating 

control cart.

2.0
Equipment/Materials
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Short Model Tooling Coil Curing Press Assembly
ME-344413

Side View

(Shown without Press Base and Hydraulic Details)
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3.0 Operation Procedure

Note:
Before beginning, be sure that only authorized and trained personnel can operate the equipment.

Note:
There is an endjack hydraulic system on this curing press.  The current production and use of this 


press does not require the use of the endjack system.  The only mention to this endjack system in this 

procedure is to ensure that the power to the endjack system remains off.


3.1
Ensure that all tools/equipment/debris are removed from inside or top of the curing press and 


thoroughly clean the top of the curing stations transfer table and top of the lower platen plate.


3.2
Insert wound coil and mandrel assembly into the proper curing mold.  Ensure that the splice and lead 

are in the correct slots so that they are not damaged.


3.3
Insert the curing mold into the curing press.  Align the curing mold with the curing press upper platen 

plate such that the mandrel hydraulic cylinders push rods will not engage in or are aligned with the 


holes in the top of the winding mandrel.


3.4
On the curing press operating control panel ensure that the mandrel control switch, the platen control 

switch and the end jack switch are all in the “off” position.


3.5
Open/close the hydraulic valves to the curing press platen and the mandrel cylinders that are 


needed/not needed.  (SEE DIAGRAM)


3.6
Only authorized trained personnel shall remove the operational control lock and tag and energize the 

curing press.  Energize the curing press operating control panel by moving the disconnect switch to 

the “on” position.


3.7
On the curing press operating control panel turn the mandrel control switch to the “pump” position.


3.8
Using the hand held mandrel switch box press the “pressure” button to increase the mandrel cylinders 

to the specified psi.


3.9
On the curing press operating control panel turn the platen control switch to the “on” position.


3.10
Using the hand held platen switch box press the “pressure” button to increase the platen cylinders to 


the specified psi.


3.11
As the platen pressure increases and the press closes, the mandrel pressure must be adjusted by using 

the hand held mandrel switch box to maintain the specified mandrel pressure.  On the hand held 


mandrel switch box press the “return” button to decrease the mandrel cylinder pressure and the 


“pressure” button to increase the mandrel cylinder pressure.  Continue increasing the platen cylinder 

pressure and cycling the mandrel cylinder pressures until the press is closed and both the mandrel and 

platen specified psi pressures are obtained and the gap between the top of the curing mold and the 


bottom of the upper curing press platen is zero.


3.12
Using the hand held platen switch box press the “return” button to decrease the platen pressure 


until there is a visible gap between the top of the curing mold and bottom of the upper curing press 

platen.


3.13
Using the hand held mandrel switch box press the “pressure” button to increase the mandrel cylinders 

to the specified psi.


3.14
Using the hand held platen switch box press the “pressure” button to increase the platen cylinders to 

the specified psi.


3.15
As the platen pressure is increased and the press closes the mandrel pressure must be adjusted by 


using the hand held mandrel switch box to maintain the specified mandrel pressure.  On the hand held 

mandrel switch box press the “return” button to decrease the mandrel cylinder pressure and the 


“pressure” button to increase the mandrel cylinder pressure.  Continue increasing the platen cylinder 

pressure and cycling the mandrel cylinder pressures until the press is closed and both the mandrel and 

platen specified psi pressures are obtained and the gap between the top of the curing mold and the 


bottom of the upper curing press platen is zero.


3.16
On the curing press operating control panel switch both the platen control switch and the mandrel 


control switch to the “off” position.


3.17
Install the three thermocouples into the curing mold.  The thermocouples are labeled #’s 1, 2 and 3.  

The #1 thermocouple is plugged into the connector closest to the lead end of the coil, #2 thermocouple 

is located in the middle of the mandrel and the #3 thermocouple is located at the return end of the coil.


3.18
Using the 2m curing press heating control cart, connect the thermocouple plugs into the back of the 

thermocouples already installed into the curing mold using the corresponding numbers.


3.19
Connect the heater control plugs from the back of the curing press heating control cart into the heater 

receptacles on the North end of the curing mold.


3.20
Secure the area at the ends of the curing mold and the curing press by roping off the areas or 


equivalent to prevent access to the heater connections and heater ends.


3.21
Energize the curing press heating control cart by plugging the two cords into the receptacles on the 

west wall near the curing press.  Ensure proper plugs in proper receptacles.

3.22
Energize the curing press control cart by turning the emergency stop button to “on” and pressing the 


green “Power On” button.


3.23
Use the curing press heating control carts computer to locate and follow the proper curing cycle 


program for the coil.


3.24
While the curing cycle is being operated continue to maintain the curing presses platen pressure and 

mandrel pressure by increasing/decreasing the curing press platen cylinders pressure and by increasing 

/decreasing the curing press mandrel cylinders pressure.


3.25
Only authorized trained personnel shall de-energize and place an operational control lock and tag on 

the curing press.  Once the curing cycle is complete de-energize the curing press hydraulics by turning 

the disconnect switch on the curing press operating control panel to the “off” position.  Allow the coil 

and curing mold to cool to below 100°F.  Once the coil and curing mold have cooled to below 100°F 

the curing cycle is complete.


3.26
On the curing press heating control cart use the computer to end the curing cycle program and power 

down the computer. 


3.27
Press the red “stop” button on the front of the curing press heating control cart.


3.28
Press the emergency stop button on the front of the curing press heating control cart.


3.29
De-energize the curing press control cart by unplugging the curing press heating control cart from the 

respective wall receptacles.


3.30
Unplug the heaters from the curing mold.


3.31
Unplug the thermocouples from the curing mold.


3.32
Remove the thermocouples from the curing mold.


3.33
Energize the curing press operating control panel by moving the disconnect switch to the “on” 


position.


3.34
On the curing press operating control panel turn the platen control switch to the “pump” position.


3.35
Using the hand held platen control switch box press the “return” button to retract lower press platen 

cylinders pressure to zero and to lower the lower press platen to the complete open fully down 


position.


3.36
On the curing press operating control panel turn the platen control switch to the “off” position.


3.37
On the curing press operating control panel turn the mandrel control switch to the “on” position.


3.38
Using the hand held mandrel control switch box press the “return” button to retract the mandrel 


cylinders and return the mandrel hydraulic pressure to zero.  Ensure that each of the cylinders plungers 

are fully retracted as not to make contact with the mandrel during curing mold removal.


3.39
On the curing press control operating panel turn the mandrel control switch to the “off” position.


3.40
Only authorized trained personnel shall de-energize and place an operational control lock on the 


curing press.  De-energize the curing press operating control panel by moving the disconnect switch to 

the “off” position.


3.41
Remove curing mold from curing press. 

4.0
Emergency Shut-Down Procedure

4.1
Disconnect Hydraulic Pump Unit from Insertion/Extraction Fixture, only if removal will not cause 


damage to the product.

4.2
Lower Insertion/Extraction Fixture to appropriate location and secure.

4.3
If moving Insertion/Extraction Fixture during a loss of power, either with a load or without,



secure the Insertion/Extraction Fixture and load at nearest storage station and remove from Overhead 

Crane.


4.4
If unable to secure Insertion/Extraction Fixture safely during loss of power, place Safety Cones around



Perimeter of Insertion/Extraction Fixture to prevent personnel from walking under the load.


4.5
If can be done safely, position personnel near the Insertion/Extraction Fixture to prevent personnel



walking under the load. 

5.0
Lock-Out and Tag-Out Procedure

5.1
No Lock Out/Tag Out Procedures required.

6.0
Special Precautions


6.1
Working with and around active hydraulic systems requires that the exposed personnel to wear safety 

goggles as well as full face shields.  


6.2
Technicians must be alert to working with and around high voltage electrical connections.


6.3
Technicians must be alert to keep their hands and arms clear of any pinch points.


6.4
Technicians must be alert to hot surfaces.  Proper PPE must be worn when appropriate
7.0
Test Reports
7.1 Refer to the Specific Device Travelers.
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