STANDARD OPERATING PROCEDURE

BRAKE TOOLING

 INSERTION, SETTING, REMOVAL PROCEDURES

A.
BRAKE TOOLING PM (PREVENTATIVE MAINTENANCE)

	It is the brake press operator’s responsibility to repair any minor burring/scratches on the brake tooling.  Refer to tooling repair section of procedures for instruction.


1. Each piece of tooling is to be inspected (every time) before it is installed on the Brake Press.

a. It is the operator’s responsibility to inspect the tooling.

i. The operator will inspect for:

 Any visible damage to the mounting surface on the punch, die, press bed.

 Any visible damage to the upper/lower components of the form tools.

 Any visible damage to the “parts” or contact surface of the tooling.

ii. Visible damage includes:

 Burring.

 Scratching.

 Excessive Wear.

iii. Corrective measures:

 Evidence of burring and scratching suggest filing and/or honing will be necessary.

Note:  Any person not familiar with filing and/or honing should consult tool services. 

b. If the operator feels the tooling is in sufficient condition they will date and initial the tooling checklist in the appropriate box.

c. If the operator does not feel the Tooling is in sufficient condition.

i. He will abort the set up process and contact his Supervisor for further instruction.




B.
BRAKE PRESS OPERATOR PM (PREVENTIVE MAITENANCE)

1. It is the operator’s responsibility to perform operator preventive maintenance on a daily basis.

2. The operator will verify the condition of the Brake press as outlined on the Press PM Checklist.

3. If the operator deems the Brake press operational.  They will proceed with set up and operation.

4. If the operator deems the Brake press unusable.

a.
They should lockout the Brake press, using plant lockout procedures.

b.
Contact their Supervisor for further instruction.

C. INSERTION, SETTING AND REMOVAL OF THE BRAKE TOOLING

(For tooling over 24” or for tooling that the operator feels the weight would make manual transportation unsafe.)

1. Adjust the Roller Table to the appropriate shelf height.

2. Slide the appropriate die onto the Roller Table.

3. Lower the Roller Table so the base of the die is of an equivalent height to that of the press bed.

Do not proceed with set up unless the Press Bed, T-Slots, Ram Face Clamps and Clamping Surface have been wiped down.

4. Wipe down the ram and clamp plates. Vacuum the mill scale and metal dust from the Press Bed.  Wipe down the Press Bed.  Inspect the Press Bed and T-Slot for wear, burrs and scratches.

5. Raise the ram on the Brake press.

6. If needed raise the bridge section of the Roller Table.

7. Apply a thin coat of WD-40 or equivalent 30W oil to the Press Bed to aid in advancing tooling.

Note:  Inserting windscreen or an equivalent weight plastic between the die and press bed allows the tooling to be transported with minimal effort and picks up metal filings.)

Gently slide the die onto the Press Bed.  Allow 6” + .500” of the die to overhang the insertion 
side of the bed.

Common Sense:  This is not to be done for tooling less than 12” in length.

8. Ensure tooling is centered over the T-Slot on the Press Bed.  (Whenever possible).
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9. Adjust shelf height of Roller Table to retrieve selected punch or upper tooling.

10. Slide the appropriate nose or upper tooling onto the Roller Table.

11. Adjust the height of the Roller Table so that the rollers are in line and at an even height to the base of the ‘V’ of the die.
[image: image2.wmf]±.500"

6"

DIE BLOCK

PRESS BED

ROLLER

TABLE

BENDING NOSE


12. Lower height of ram so that nose may be slid into slot provided by the ram/clamp plates.  Allow 1/16” clearance between the shoulder of the ram and the tooling.
Note:
Be very careful not to damage the edges when advancing tooling.
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13. Once the height of the ram is adjusted advance the nose until the end is flush with the end of the die.

14. Slide the nose/die until it is centered on the bed of the press.

15. Jog the ram downward.  Watch the gap at the end of the tooling, jog downward until the surfaces kiss.
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16. Upper tooling tightening sequence.

a. Set the dial on your air clamping tool to setting #4.

b. Tighten bolt #1, 2, 3, 4, 5, and 6.  (Depending on the length of your upper tooling, some clamp plates may not need to be used).
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c. Starting at the left side of the ram tighten bolts #7 - #18.
Note:
Only tighten bolts with the air tool until they are snug.  Excessive hammering will cause premature wear on the clamping plates.
Example:  Torquing bolt #1, #2 to 40 ft lb provides enough clamping pressure to sufficiently hold the long panel nose
17. Calibrate the nose.

18. Install die centering clamps.

19. Select your program.

20. Set the back gauge.

	Note:  Whenever the Brake press is not in use, it is to be locked out to eliminate the possibility of someone (not designated to operate the press) damaging the brake and/or tooling.  This includes weekends and after hours.


D.
INSERTION, SETTING AND REMOVAL OF THE BRAKE TOOLING 

(For tooling less than 24” or for tooling that is light enough to handle manually.)

1. Adjust the roller table to the appropriate shelf height.

2. Slide the die on to the roller table.

3. Adjust the height of the roller table so that the roller table and press bed are of an equal height.  

4. a. Wipe down the ram and clamp plates.


DO NOT proceed with set-up unless the T-Slot, Press Bed, Gib Plates and Clamping Surface have been wiped down.


b. Vacuum the mill scale and metal dust from the press bed.  Wipe down the press bed.  Inspect the press bed and t-slot for wear, burrs, and scratches.  

1. Raise the ram on the brake press to provide enough clearance between the ram/bed for die to be inserted.

2. Apply a thin coat of WD-40 or equivalent 30W oil to the press bed to aid in advancing tooling.

3. a. Slide the tooling from the roller table onto the press bed as close to the center of the press bed as possible.

Note:  Multi dies may be rotated using the following technique.
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b.  Select the appropriate punch (nose) for the job and transport it to the press with the die cart or manually if it is light enough.

c.  Measure the combined height of the tooling (see example drawing A).

d.  Adjust the rough opening on the brake press.  Adjust the ram so their is a minimum of ½” clearance between the combined height of the tooling and the rough opening.
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8. Inspect the Ram Clamp Plates to ensure they are at maximum opening.

Note:  Max. opening should be 1/16” larger than width of clamping surface on nose.

ex:
Nose .750”



Max. Opening = .8125 = 13/16”



Minimum Opening = .781 = 25/32”
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9. a.
Slide to punch (nose) into the ram opening.

b.  Center punch with die.

c.  Jog the ram downward.  Watch the gap at the end of the tooling, jog downward until the surfaces kiss.

“Do not over-travel the press”.

10. Snugly tighten Gib plates.

Note:  only tighten bolts with the air tool until they are snug.  Excessive hammering will cause premature wear on the clamping plates.

11. Fasten your die or form tool to the Brake press sub bed using either T-Bolts/oversized flange nuts or rite hites (self center clamps).

Press Bed/Tooling Repair Section

E.
PRESS BED

1. Deep scratches/gouges.

a.
Contact Tool Services.

2. Minor burrs/scratches.

a.  Once burrs and/or scratches have been detected.

i.  Apply a very light coat of light weight oil to the damaged area.

ii.  Using a honing stone lightly buff the immediate and surrounding area of the damage. 

(Try to maintain at least 12” diameter circle around the damaged areas as to not create any unnecessary indentations in the bed.)

i.  Once the damaged area is smooth and free of burrs, wipe off any excess oil and resume operation.

F.
TOOLING

1. Physical damage/deep scratches/gouges.

a.
Contact Tool Services.

2. Minor burrs/scratches.

a. 
Remove any burrs or scratches with a file and/or emery cloth.

3. Any distortion to the punch (nose) or die caused by excessive pressure or over travel should be repaired by Tool Services.

DO NOT OVER TRAVEL THE PRESS!
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