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	Revision
	Step No.
	Revision Description
	TRR No.
	Date

	None
	N/A
	Initial Release
	N/A
	6/8/00

	
	
	
	
	

	A
	
	Added a lock out tagout procedure.
	1042
	8/16/00

	
	
	Require the Curing Press Operating Station is turned off between coils.
	
	

	
	
	
	
	

	B
	
	Updated:  OP updated due to change of coil curing press location from ICB to IB#3. Applied a uniform naming structure to all panels and disconnect. Rewrote the entire 3.0 Operation Procedure. Updated LOTO procedure to match power set up changes.
	1987
	09/8/08

	
	
	
	
	

	C
	4.0/6.0
	Moved Special Precautions from 6.0 to 4.0. 
	1992
	9/11/08

	
	3.1.7
	Added “selector switch” position.
	
	

	
	3.2.1
	Added a sentence to ensure that the switches are OFF.
	
	

	
	
	New sub-step to verify that light is off.
	
	

	
	3.2.7/8
	Added new steps to verify that red light is on.
	
	

	
	3.2.13
	Added “switch”. Reversed order of the sentence. 
	
	

	
	3.2.15
	Removed the step.
	
	

	
	3.2.16
	Added an instruction to unplug “simultaneously” and added a separate step to distinguish north from south end.
	
	

	
	3.3.1/2
	Switched steps around.
	
	

	
	3.3.1.3
	Rewritten to ensure that the Transfer table is OFF.
	
	

	
	4.1.1
	Deleted step.
	
	

	
	6.1.7
	Removed from procedure.
	
	

	
	6.1.8
	Added instruction to post signage. 
	
	

	
	6.2.0
	Added details about safety glasses and gloves.
	
	

	
	
	
	
	

	D
	3.1.14
	.Additional step added.
	2147
	10/8/10

	
	3.2.7
	Added the Unlock step
	
	

	
	3.2.15
	Added a step to turn off Hydraulic Pumps. 
	
	

	
	3.2.16
	Added Control Panel Main Disconnect and Control Panel Secondary Disconnect to OFF.
	
	

	
	3.2.20-2
	Added new steps. 
	
	

	
	3.2.24
	Added the “Switch Control” part.
	
	

	
	3.2.27
	Added the Main Disconnect Switch and the Operational Lock step.
	
	

	
	3.3.2
	Added an additional step.
	
	

	E
	
	Separated the LOTO
Revised the OP to account for the revamping of the Control System

Added Appendix A
	
	11/15/12

	F
	3.1.10
	added west direction specified for QXF coil transfer
	
	12/21/15

	
	3.1.11
	added inner selection for QXF
	
	

	
	3.2.6-7
	steps removed
	
	

	
	3.2.8
	step updated (moved up to 3.2.6)
	
	

	
	3.2.10
	step added to check temp control panel at 150°C
	
	

	
	3.2.13-15
	steps removed
	
	

	
	3.3.6
	Outer option changed to Inner
	
	

	G
	3.2.6
	LE and RE switched for connectors
	
	2/10/16

	
	3.2.7
	Added “Danger High Voltage” sign
	
	

	
	3.2.14
	Black changed to red for connector
	
	

	
	3.2.20
	New step
	
	

	
	4.1.5
	Added red to red connections
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1.0
Scope

This document covers the Operating Procedures for the 7 meters Long Coil Curing Press and Magnet Coil Curing Press Transfer Table Assembly (ME-344945).
2.0
Equipment/Materials
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Operating Control Panel Main Screen
Note:
The two Disconnect Switches placed at the East Side of the machine allow for independently powering the press and the heaters and for operational lock-out.

There are three Operational Locks using the same key.  The Operating Control Panel Main Disconnect, Heater 
Control Panel Main Disconnect, and the Transfer Table Main Disconnect will be Operationally Locked while 
the machine is not in use.

3.0 Operation Procedure

Note:
Before beginning, be sure that only authorized and trained personnel can operate the equipment including lock/unlocking of key switch.

3.1 Start Up Procedure

3.1.1 Ensure that the Operating Control Panel Main Disconnect, Heater Control Panel Main Disconnect, and Transfer Table Main Disconnect are in the OFF position and locked with an Operational Lock.
3.1.2 Ensure that the Heater Control Panel and Operating Control Panel Secondary Switch are OFF and Operating Control Panel is OFF for all five switches.
3.1.3 Clean top of Transfer Table and top of Lower Platen plate.
3.1.4 Ensure that the Drive Chain is properly engaged in the Curing Mold.
3.1.5 Verify that the Curing Press’ lower Platen Thermal Break Plates are in the proper places per Curing Press Assembly (ME-344914).
3.1.6 Install the Coil in the proper Curing Mold.
3.1.7 Verify that Transfer Table Control Panel selector switch is in OFF position.
3.1.8 Unlock and switch ON the Transfer Table Main Disconnect.
3.1.9 Switch the Transfer Table to SHUTTLE.
3.1.10 Choose a direction, SHUTTLE WEST for QXF Coils.
3.1.11 Choose INNER for QXF coils, then use the MOLD IN button to operate.  Be sure to use two spotters to observe the mold movement: one at the end to verify that the Thermal Break Plates do not overextend past the table and one right next to the Emergency Stop button on the Transfer Table Control Panel.  
3.1.12 Verify that the lower Platen Thermal Break Plates stayed in place.
3.1.13 Remove four pins from the Chain Drive to the Mold.
3.1.14 Remove the Chain to Mold “T” Bracket.
3.2 Manual / Semi-Automatic Only Operational Procedure
3.2.1 Ensure the Operating Control Panel switches are in the OFF position.  Switch ON the Operating Control Panel Secondary Disconnect.  
3.2.2 Unlock and switch ON the Operating Control Panel Main Disconnect.
3.2.3 Press “START”.
The switches will automatically default to “Main” which indicates that the desired hydraulic pressure will be reached with the auxiliary hydraulic pump until the pressure is close to the set point at which the Air over Oil pumps will regulate the oil pressure.
3.2.4 Massage the coil up to and including the beginning pressure of the Curing Cycle as described in the appropriate Assembly Traveler for this coil.
3.2.5 Install both Chromalox Thermo-Couples into the Mold.
3.2.6 Attach white and black Heater Power Lead Connectors at the LE of coil (white-white, black-black) and also connect the RE (Red and White) on both sides of the Mold while standing close to the connectors.
3.2.7 Rope off both ends of the coil with the safety rope and put up “Danger High Voltage” signs.
3.2.8 Unlock and turn ON the Heater Control Panel Main Disconnect and turn ON the Heater Control Panel.
3.2.9 On the Operating Control Panel switch Heater Power ON.
3.2.10 Check the Temperature Control Panel that the set point is 150°C.
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3.2.11 Cure the coil following the traveler instructions or written procedure.
3.2.12 On the Operating Control Panel switch Heater Power OFF.
3.2.13 Wait until the Mold and Coil is less than 100° F (38° C).
3.2.14 Remove safety rope on the north end of the press. Unplug the red and white Heater Power Lead Connectors simultaneously.
3.2.15 Remove safety rope on the south end of the press.  Unplug the black and white Heater Power Lead Connectors simultaneously.
3.2.16 Remove both Chromalox Thermo-Couples from the Mold.

3.2.17 On the Operating Control Panel main screen select the pressure target to zero. This will insure the retraction of the Mandrel Platen and of the other hydraulics.

3.2.18 On the Operating Control Panel Platen Main Control Screen, enable the DUMP button this will ensure the pressure will not be built in the lines.
3.2.19 On the Operating Control Panel Mandrel Control, Switch Mandrel Control to HYDRAULIC and press the DUMP button until the plungers are fully retracted.
3.2.20 Ensure Platen is completely down (check south end with transfer table).

3.2.21 Turn OFF the Platen Control, Mandrel Control, and Hydraulic Pumps.
3.2.22 Switch OFF the Operating Control Panel Secondary Disconnect.
3.2.23 Turn OFF the Operating Control Panel Main Disconnect and operationally lock the machine.
3.3 Mold Removal
3.3.1 Ensure that the Transfer Table Control Panel is turned OFF.
3.3.2 Attach the Chain to Mold “T” Bracket and install the Chain to “T” Bracket Pins.
3.3.3 Attach the pins from the Chain Drive to the Mold.
3.3.4 Ensure the Transfer Table Control Panel is in the OFF position.
3.3.5 Unlock and turn ON the Transfer Table Main Disconnect.
3.3.6 On the Transfer Table Control Panel choose INNER, and press MOLD OUT.  Be sure to use two spotters to observe the mold movement.
3.3.7 Turn OFF the Transfer Table Control Panel.
3.3.8 Turn OFF and Lock the Transfer Table Main Disconnect.

4.0
Special Precautions

4.1.1
Do not insert remove or tamper with the Heater Connection Leads on the North and South side of the machine when the red light on top of the Curing Press is on.

4.1.2
Prior to every use (and prior to closing the Disconnect Switch to the Heating Controller) visually 
inspect the leads of the mold Heaters for abrasion and ruptures.  Stop any work and assure 
maintenance.

4.1.3
Do not insert fully the temperature probes prior to the coil package being seated in the mold.

4.1.4
Both ends of the Curing Press must be safety roped off while Heater Plugs are operational (powered) 
to control access.

4.1.5
Ensure the Heater connectors are plugged into the Curing Press using WHITE to WHITE, RED to RED, and BLACK to BLACK connections.

4.1.6
High heat is present in coil curing mold during coil curing may exceed 150oC, post signage on press.
4.1.7
Pinch areas exist when rising and lower the Coil Curing Mold.

4.1.8
Personnel shall use/wear all appropriate/required PPE: safety glasses, gloves.
5.0
Emergency Shut-Down Procedures

5.1.1
On the Operating Control Panel turn all BLACK (Heater Power, Platen Control, Mandrel Control, 
Hydraulic Pumps) switches to OFF.
5.1.2
Shut OFF the Operating Control Panel Main Disconnect, Heater Control Panel Main Disconnect, 
and the Transfer Table Main Disconnect and place an Operational Lock on all three switches.

5.1.3
If operating in AUTOMATIC MODE, you must also shut OFF the air control valve mounted on the 
press. Then toggle the Mandrel Control switch on the Operating Control Panel between OFF and AIR


to remove any residual air pressure.
6.0 Lock-Out and Tag-Out Procedures

6.1
See OP-464071 LOTO Procedure for 7 Meters Long Curing Press
7.0
Test Reports
7.1 Refer to the Specific Device Travelers.
Appendix A:  Software and Operation Description 
ON button

When the ON button is pressed, confirm that the status at the top of the operator screen reads “PRESS IS RUNNING”. The warning PRESS ON lights up. The Platen and Mandrel controls will default to MAIN.
MAIN (Platen and Mandrel)  – Pressure is achieved, first, by the hydraulic pump and then finally reached by the Air-Over-Oil pump pressure set by the operator. 


End Jacks use only Air-Over-Oil pump.



Pressure is automatically maintained within about ±15 psi of the Set Point. 
MAIN ON is the default settings.

Adjusting the Set Point Pressures and Temperature Settings 

Use the up or down arrows. Holding either of the arrows down longer increases or decreases at a faster a rate. The touch screen can be utilized to also adjust this setting by clicking the appropriate box and entering the value.

DUMP button

Use to release pressure. When active it is indicated on the ON switch. During the heating or closing, the DUMP may be automatically activated to release pressure, this is seen by the ON indication on top of the switch push button.
Withdrawing the Cylinders
Set the pressure Set Point to 0 (zero). 
Platen:
This activates the Main hydraulic pump for the PLATEN, until the pressure is built up in the reverse line. The DUMP valve is kept open automatically afterward.
Mandrel and End Jack:  Only the DUMP valve is open (these cylinders are spring-return). After the pressure drops below a fixed set point the DUMP valve is kept open automatically.

Any other value for the Set Point will have the system controlling to the desired pressure. If the pressure is lower than the current pressure dump valve is activated periodically until the desired pressure is reached. Below a fixed set point the dump valve is kept open.

Platen and Mandrel shall be ON to control pressure, e.g. during heating.

OFF switch and STOP button
The Press control will not activate outputs; generally the current hydraulic pressure will be kept.
Heater

Target Set Point is set in the controller. 

Actual temperature is read from the controller only while the heating cycle is running i.e. controller is on.

A total running time for the heating cycle can be selected. If 0 (zero) is selected the heater runs in manual i.e. ON when the switch is on. 

Heater Timer Starts counting automatically when the preset START AT temperature is reached. At the end of the countdown the heater will shut off automatically and an alarm will sound for 15 minutes.

Recipes

Set up allows the operator to choose within a preset recipe which is loaded automatically.
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