
Description 
 
The FlipTop VacuPress Frame Kit is designed to 
provide full capacity panel pressing with easy in-out 
access. Panels and parts can be set in place or 
glued up right on the pressing table. When the 
hinged aluminum frame is lowered down onto the 
pressing table and the vacuum turned on, the 
membrane applies pressure to the gasket, auto-
matically creating an air tight seal. The 30mil indus-
trial grade urethane “Box Construction” membrane 
will handle full size panels up to 6” thick and small-
er panels up to 10” depending on the configuration. 
 
Overview 

 
To operate the FlipTop a properly constructed 
pressing table is required. This table serves as the 
work surface for the panels to be pressed are 
placed on, and to provide a smooth non-porous 
surface for the FlipTop frame to seal against. To 
build the pressing table and assemble the FlipTop 
frame will take one worker approximately one day 
to complete. To ensure a finished product that 
operates properly it is important to follow each 
step outlined in this manual carefully. Read the 
entire assembly instructions before beginning 
 
Listed below are the parts included in the FlipTop 
kit and the necessary materials needed to build the 
pressing table. 
 
FlipTop Kit Includes 

 
4- 1 ½”x 1 ½” Heavy wall anodized aluminum 
square tubing 
4- Right angle corner connectors and 8 round con-
nectors 
1- 30mil industrial grade Urethane membrane 
6- Lengths of T-Slot retaining strips 
1– ABS plastic sheet, .080 thick 
1- 10ft hose will vacuum release valve. 
1-2 Brass vacuum connection fittings (depending 
on pump) 
1- Neoprene ribbed gasket with adhesive backing 
4-5 hold down latches (depending on frame size) 
2- Gas springs and 4 mounting brackets 
4- Hinges 
1- Handle 
1- Pull down strap 
1- Can of membrane primer 
1- Primer brush 
1- 8mm Allen socket, 8 & 6mm hex bit screwdriver 
8- Grey plastic plugs 
Assorted screws and fasteners 
 

FlipTop Assembly Instructions  
Materials Need to Construct the Pressing Ta-
ble 

 
1- Sheet of 1” MDF, particle board, or plywood. 
1- Sheet of ¼ ” MDF or particle board (melamine 
coated preferred) 
25’ to 45’ of kiln dried 2”x 6” lumber 
1- Quart of water based contact cement 
1- roll of double sided adhesive tape 
 
 

Constructing the Pressing Table 
 
The pressing table should be constructed before 
the FlipTop frame is assembled. The pressing 
table is used as the work surface to correctly as-
semble the frame on. The quality of the materials 
used in the pressing table will determine how well 
the gasket seal on the table and how flat the ve-
neered panels press up. A well built table will as-
sure trouble free pressing. 
 
Building a support frame and table top 
 
1.Constructing a suitable support frame for the 
table top will assure a flat pressing surface free of 
warping or sagging. Kiln dried 2”x 6” construction 
is recommended. (See Fig. 1) Keep the outside 
dimensions of the support frame the same size as 
the pressing table. (See Fig.2) The gas springs 
and hold down latches will mount to the support 
frame as well as the aluminum frame so having 
the two flush is important. Also be sure the sup-
port frame is square because the aluminum frame 
once assembled, will be, and must match the sup-
port frame and table top. Once the support frame 
is constructed, attach cleats along the top perime-
ter and some of the cross supports. These will be 
used to attach the pressing table to the support 
frame. 
 
2. Cut the table top material to the correct size 
listed in Fig 2. A sheet of 1” MDF, particle board, 
or plywood should be used. Thinner materials 
cannot be depended on to stay flat without sag-
ging over time. If a single sheet cannot be ob-
tained in the size listed additional pieces can be 
spliced on to achieve the correct size. 

1 

plus 4– Corner angle brackets 
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It is advised to glue a hardwood strip to the back 
edge of the table top as the pressure from the gas 
springs can cause the hinge screws to strip out of 
MDF or particle board table tops. Apply this strip 
before sizing the table top according to Fig 2. 

3.  Attach the table top to the support frame from 
the underside using the cleat, shim where needed 
to achieve a flat table surface. Although the table 
top can be screwed from above this will prevent 
any adjustments in the future if re-leveling is nec-
essary. 

4. Contact cement the ABS plastic sheet to the 
pressing table. Be sure to use a water based con-
tact cement. Roll the contact cement on the rough 
side of the ABS sheet, the shinny smooth side will 
face up. Although only one coat is needed on the 
ABS sheet it is recommended to roll two coats on 
the table surface. The ABS sheet is approximately 
1” larger overall in width and length than the 
pressing table giving a ½” overhang for trimming. 
Use a router with a flush trim bit to rout the ABS 
flush to the pressing table. 
 
Constructing the grid board and installing the 
vacuum connection fitting 
 
A board with a grid work of shallow grooves is re-
quired to facilitate efficient air evacuation out of  

the FlipTop press. This board sits on top of the 
pressing table with the grooves facing up. (See 
Fig. 3) A sheet of ¼” MDF or particle board, not 
plywood, is recommended because they both 
have uniform porosity and oversize dimensions, 
usually 1” larger than standard dimensions. For 
example, a table size of 55”x 103” will accept a 
49”x 97” grid board.  

1.  Run shallow grooves, (1/8”x 1/8”), in a 10” to 
12” on center pattern over the entire surface of the 
¼” grid board. (See Fig 3.) The grid board does 
not need to be in one piece as long as the 
grooves from one piece to the next line up with 
each other. 
 
2. To prepare the ¼” grid board to receive and fit 
over the vacuum connection fitting that will later 
be placed in the pressing table, position the ¼” 
grid board on the pressing table so there is a 3” 
space, (for 1” oversized material) on all sides be-
tween the edge of the pressing table and the grid 
board. (See Fig. 3) Choose the intersection of two 
grooves on the grid board and drill a small hole, 
(no more than 1/8”) in the center of this intersec-
tion. If using our HiFlo pump drill a second hole at 
the nearest cross section of two more grooves. 
This hole should go through the grid board and 
pressing table. This will guarantee that the vacu-
um connection fitting, or fittings, will line up 
properly with this intersection of the grid board. 
Any intersection of two grooves can be used but 
choosing an intersection close to one of the edges 
of the pressing table will allow easier access to 
the vacuum release valve which is located in the 
hose. Be sure the intersection that is chosen is not 
directly over a cross support. 
 
3. Next, flip the grid board over and drill a 1” hole 
only 1/8” deep in the center of the small hole pre-
viously drilled in step 2. In the center of this 1” 
hole drill a 3/8” hole through the grid board.  
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This 3/8” hole should be perfectly centered at the 
intersection of the two grooves. Again, repeat this 
step for the second hole if using our HiFlo pump. 
(See Fig. 4) 
 
4. In the center of the small hole previously drilled 
through the pressing table, drill a 5/8” hole. Push 
the vacuum connection fitting through this hole 
with the flange and o-ring on top. Reach under-
neath  the pressing table and attach the brass nut. 
Tighten until the rubber o-ring is firmly com-
pressed. Repeat this step for the second vacuum 
connection if using the HiFlo pump (See Fig. 5) 
 
 
 
 
 
 
 
 
 
 
 
 
 
5.  
Since the ¼” grid board is not a structural part of 
the pressing table it can be set in place with two 
sided adhesive tape. Place the adhesive  tape in a 
number of places around the perimeter of the un-
derside of the ¼” grid board and a few pieces in 
the middle. Flip the grid board over so the grooves 
are facing up and re-position it with a 3” space 
around the perimeter of the pressing table as pre-
viously done in step two. Make sure the vacuum 
connection fitting fits into the shallow 1” hole 
drilled into the underside of the ¼” grid board. 
(See Fig. ) Slide the end of the vacuum hose onto 
the barbed fitting on the vacuum connection. 
 
The pressing table is now complete. 
 
 

Assembling the FlipTop Frame 
 
Follow the assembly instructions of the FlipTop 
frame carefully! Do not skip over any steps. The 
assembly is generally easy but a few steps require 
extra concentration and precision. 
 
Installing the Clear Plastic Pressure Bars 
 
The first step to assembling the FlipTop frame is 
to install the clear pressure bars into the aluminum 
frame members. There are 4 clear plastic pres-
sure bars that correspond to the 4 frame mem-
bers. The pressure bars can be lightly tapped into 
the appropriate groove with a hammer. There are 
three grooves running down each frame member. 
The groove that receives the pressure bar is the 
inside vertical groove. 
 
1. Lay the frame on its back on a work bench with 
the ungrooved side in the vertical position and the 
miter facing up. (See Fig 1) 
 
2. From the inside edge of the miter, measure 1 
3/4” down the groove that will receive the pressure 
bar and make a mark. This mark can be made 
from either end of the frame member. 
 
3. Place the pressure bar on the 1 3/4” mark and 
begin tapping into the groove until the entire bar is 
locked and seated in the groove. IMPORTANT- 
Be sure the sweep in the pressure bar is fac-
ing away from the ungrooved side. (See Fig 1) 
 
When the frame is assembled the pressure bars 
should be sweeping downward. 
When all 4 pressure bars are installed into the 4 
corresponding frame members then proceed with 

“Assembling the FlipTop Frame” 
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Assembling the aluminum frame 
 
1. Drop the 8 round universal connector pieces 
into the round holes in each end of the 4 alumi-
num frame members. Be sure the hole in the con-
nector is facing towards the mitered end and the 
Allen set screw is facing up. This hole receives the 

right angle connector. (See Fig. 6)     
2. Next, slide the right angle connector into both 
ends of both long frame members and lightly tight-
en the allen set screw in the universal connector 
until the right angle connector is loosely grabbed. 
 
3. On both of the long frame member slide the  
corner angle bracket into both ends of the outside 
groove. (See Fig 1.)   
 

4. Slide the 4 frame members into each other until 
the mitered joints are snug. Tighten the Allen set 
screws with the 8mm hex screwdriver until the 
miter holds together.  

Do not tighten fully yet. Be sure the recesses in 
the shaft of the right angle connectors is facing up.  
This recess is what the Allen set screw tightens 
down into and pulls the corners together. Once all 
4 corners are lightly hand tightened, go around 
again and tighten the set screws aggressively 
with the 8mm Allen socket. Failure to tighten the-
ses sets screws sufficiently can allow the frame to 
twist at the miters. Next, Lightly tap the 8 grey 
plastic plugs into the Allen set screws. 
 
5. Once the corners are drawn together and the 
right angled connectors are fully tightened use the 
6mm bit in the supplied screw driver to loosely 
tighten both allen set screws in each of the four 
corner angle brackets. Once both legs of the an-
gle brackets are snug against the outside of the 
slot they are in, tighten them up firmly. (See Fig. 
2) 

Attaching the membrane 
 
The urethane membrane is attached to the alumi-
num frame by means of a T-slot retaining strip that 
is driven down into the T-slot in the frame. This 
method allows the membrane to be easily re-
placed when necessary. 
 
1.  To attach the membrane, flip the aluminum 
frame over so the T-slot is facing up. To facilitate 
easy installation of the membrane a 1/4” strip of 
high tack adhesive tape has been added to the 
underside of the aluminum frame just inboard of 
the T-slot. This allows the entire membrane to be 
pre-attached to the frame before driving the T-slot 
retaining strip into the T-slot groove. Attach the 
membrane in the four corners first by peeling back 
the adhesive covering about 6” in each corner and 
attach the membrane flush with the outside of the 
T-slot. (See Fig. 8)  
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Be sure the mark on the membrane flange that 
says “this side against frame” is placed correctly, 
otherwise the membrane will be attached inside 
out and will not function properly. This means the 
actual surface of the membrane that the words are 
written on is against the aluminum frame. After the 
four corners are stuck down  peel back the rest of 
the adhesive backing and finish sticking the mem-
brane down. Be sure to keep the membrane flush 
with the outside edge of the T-slot. 

2.There are six T-slot retaining strips, 3 mitered on 
the left end and 3 mitered on the right end. Be-
cause these retaining strips lengthen slightly when 
driven into the T-slot only one end is mitered to 
allow for accurate fitting during assembly. Lay out 
the six retaining strips on the membrane with the 
miters towards the appropriate corners. The two 
retaining strips for both ends will be mitered on the 
uncut end and the four strips used on the long 
sides will be cut square somewhere in the middle 

Attach the T-slot retaining strips on the two short 
ends first. Tuck the outside tip of the mitered re-
taining strip into the T-slot and tap down the inside 
edge of the retaining strip with a hard mallet or 
hammer. (See Fig. 9)  

Always lead with the outside edge of the retaining 
strip into the T-slot first and then follow by tapping 
in the inside edge (the one against the mem-
brane). When the retaining strip is tapped to the 
other end of the aluminum extrusion cut the miter 
it with a sharp razor knife being careful not to slice 
the membrane. (See Fig. 10)  

Once the end has been mitered, tap the remain-
der of the retaining strip into the T-slot. Repeat 
this same step on the other end of the aluminum 
frame. Once both ends are completely tapped in, 
drive one complete retaining strip into the T-slot 
on each long side of the aluminum frame. Start on 
the mitered end and tap the entire strip into the T-
slot. Next, start at the opposite mitered end and 
drive the remaining retaining strips in until it reach-
es the butt end of the other retaining strip. Again, 
use a sharp razor knife to cut off the excess and 
tap in the end. (See Fig. 11) The membrane is 
now attached to the aluminum frame. 

Attaching the ribbed gasket 
 
The ribbed gasket attaches to the surface of the 
membrane with a self adhesive backing.  
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This gasket is attached just inside the T-slot re-
taining strip on the surface of the urethane mem-
brane. (See Fig. 12) 

1. To prepare the membrane to receive the gas-
ket, apply a coat of the adhesive primer to the 
surface of the membrane in the area where 
the gasket will be adhered. (See Fig. 13) This 
primer will help bond the adhesive backing on 
the gasket to the membrane. 

2. The gasket is attached in the same fashion as 
the membrane. Peel back the adhesive backing in 
the four corners and attach the gasket there first, 
then peel back the rest of the adhesive backing 
and finish sticking the gasket to the membrane. 
(See Fig. 14) The outside edge of the gasket 
should be attached flush with the inside edge of 
the T-slot retaining strip.  
 
Attaching the hinges, hold down latches, and 
gas springs 
 
Before any of the hardware can be attached to the 
frame, the included T-nuts need to be inserted into 
the outside groove. There are between 12 to 13 
6mm T-nuts, (depending on frame size), 2 8mm T-
nuts, and 5 to 6 double threaded 4mm T-nuts 

1. Insert 2-6mm T-nut into the outside groove of 
both short frame members. The T-nuts have a flat 
spring attached to one side, rotate the T-nut into 
the groove, spring side first until the threaded hole 
is facing straight out. 
 
2. Into the long hinge side frame, (this is the frame 
with the corner angle brackets installed at each 
end) insert 8-6mm T-nuts. 
 
3. Into the remaining long frame insert 3-4mm T-
nuts for a 8’ frame and 4-4mm T-nuts for a 10’ 
frame. In the middle of the frame insert the 2-8mm 
T-nuts. 
 
4. Next go back to the long frame with the eight 
6mm T-nuts. Loosely attach the four hinges using 
the 6mm hex bit and socket head screws 
(packaged with the hinges). The four hinges can 
be placed anywhere along the length of the extru-
sion. We recommend placing the two outside 
hinges 4” in from the corners with the other two 
spaced evenly between these outside hinges. 
Once positioned, tighten the 6mm screws down 
tightly. Next, carefully position the frame flush with 
the pressing table all the way around and pre-drill  
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with a 1/8” drill bit at the bottom of the slotted 
holes in the hinges into the edge of the pressing 
table. While pressing down firmly on the frame 
above each hinge, screw in the Philips head wood 
screws into the slotted holes. (See Fig. 15)  
 
This should pinch the gasket to the pressing table. 
You should not see any light shining through be-
tween the pressing table and gasket. If needed, 
loosen the wood screw, press down on the frame 
more firmly, and re-tighten. 
 
5. To attach the hold down latches start by locat-
ing the double threaded 4mm T-nuts in the outside 
slot on the front and side frames. For a 8’ capacity 
FlipTop there are three of these 4mm T-nuts in the 
long front frame and one on each side frame. For 
a 10’ capacity frame there are four 4mm T-nuts 
along the front side. The handle will later be 
placed in the center of this long frame using the 
two 8mm T-nuts. Into these 5 or 6 T-nuts 
(depending on frame size) screw in the hook. (See 
Fig. 16)  
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
6. Next, attach the hold down latch to the pressing 
table by hanging the latch on the hook. The hang-
er is adjustable and should be adjusted until the 
threaded swivel post is approximately 2 1/2” down 
from the center of the adjustable hanger. Pre-drill 
through the mounting holes in the latches with a 
3/32” drill bit into the edge of the pressing table. 
Be sure to hold the latches vertically.  

7. Once this is achieved, unhook the latches, 
screw in the hangers one full turn. This should 
now firmly, but not excessively pinch the gasket to 
the table leaving no light shinning through any-
where around the perimeter of the pressing table 
and gasket.  
 
Mounting the handle 
 
1. Place the two 8mm bolts into the handle and 
locate the remaining to 8mm T-nuts in the long 
frame piece. Slide the pull strap over the handle 
and insert the two 8mm bolts into the T-nuts in the 
T-slot and loosely tighten the bolts with the 8mm 
hex bit. Adjust the handle until it is in the center of 
the frame piece and tighten the bolts firmly. 
 
Mounting the gas springs 
 
1.. Locate the two  6mm T-nuts in both short 
frame pieces. These T-nuts should be between 
the hold down latch and hinge side of the frame. 
Next attach the mounting bracket into the T-nuts 
using two 6mm socket head screws with the two 
washers behind the mounting bracket The ball 
socket should be facing down and 18 1/2”” on 
center from the hinge edge of the frame. (See Fig. 
17)  
The lower bracket is mounted with the ball facing 
up, with the two mounting holes 1 1/2” down from 
the top of the pressing table and 6 1/2”” from the 
hinge edge to the center of the ball. (See Fig. 17) 
 
3. There is a small spring wire keeper hooked 
around the base of the socket on both ends of the 
gas springs. Unhook them from around the sock-
ets and slide the keepers out. (See Fig. 18)  
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Snap the non-sliding end of both gas springs onto 
the balls mounted on the frame and re-attach the 
wire keeper. This next step requires two people. 
Raise the frame until it is in the vertical position. 
With the wire keepers already removed on the 
other two sockets, snap the sockets over the balls 
mounted to the sides of the pressing table. Re-
attach the wire keepers. 
 

Operating the FlipTop Press 
 
1.  With the frame in the lowered position, (make 
sure extra membrane is not caught under the alu-
minum frame) lock the four or five hold down 
latches, make sure the vacuum release valve in 
the hose is closed and turn on the vacuum source. 
The free air should be evacuated out from under-
neath the membrane in under a minute and begin 
to apply pressure to the gasket. The pump should 
reach full vacuum and shut off in under two 
minutes for most vacuum pumps. 
 
Using the pull strap only, lower the frame onto 
the pressing table. You will notice the extra mem-
brane will slide under the frame when lowered; 
this is normal due to the 6” height capacity of the 
membrane. Be sure to lift the frame slightly and 
pull it all out from under the frame. If left with extra 
membrane under the frame for a period of time 
the gasket make become permanently deformed 
from laying on top of the membrane. 
 
If the membrane does not begin to draw down 
within this time frame, the gasket may not be con-
tacting the pressing table evenly. Examine the 
gasket by getting down eye level with the pressing 
table and look for any gaps where light shows 
through between the gasket and pressing table.  
 
Any gaps can be eliminated by either, tightening 
down the hinges and hold down latches, or by 
shimming the pressing table up to meet the gas-
ket. 

2.  To release the vacuum seal, open the vacuum 
release valve in the hose and unhook the hold 
down latches. In a few seconds the frame can be 
lifted off the table. Always lift and lower the 
frame up by the handle only! Lifting by either 
end can permanently damage the aluminum 
frame. 
 
3. The maximum height capacity of the standard 
membrane is 6” filled corner to corner. Somewhat 
taller work can be accommodated as the panel 
size is reduced. When attempting to press objects 
taller that the standard 6” capacity, test the object 
by placing it in the middle of the pressing table 
and lowering the frame down. With your hands, 
push the membrane down to the pressing table 
closely around the object to be pressed. If the 
membrane can be comfortably pushed down 
around the object without pulling the membrane 
taut against the frame the object can be pressed. 
(See Fig. 21) Pressing objects that do not com-
fortably fit in the FlipTop can stress the mem-
brane or possibly bend the aluminum frame. 
Maintaining a good seal 
When under full vacuum the VacuPress pump can 

cycle anywhere between a few minutes to a half 
an hour. Keeping the sealing area of the pressing 
table clean, dust free of wood chips, and glue will 
help maintain better cycling times. When not in 
use we recommend keeping the FlipTop frame in 
the closed position which will help minimize dust 
build up between the gasket and the pressing ta-
ble. Regularly wiping the gasket and sealing area 
of the pressing table with a damp rag will also 
maximize cycle times. 
 
A good application of butchers wax will help any 
glue drips from sticking to the surface of the ABS 
plastic sheeting.  



9 

Patching the membrane 
 
If for some reason the urethane membrane should 
develop a puncture it is easily repaired with the 
patch kit adhesive and a piece of the patching ma-
terial. There are two kinds of patches that come 
with the FlipTop, a sticky backed patch for very 
small punctures and the patching material for larg-
er hole and tears. Patching instructions are locat-
ed inside the patch kit. 
 
 
Limits and Exclusions 
 
Vacuum Pressing Systems shall not be liable for 
incidental or consequential damages from the 
use of this product. This warranty gives you spe-
cific legal rights, and you may also have other 
rights which vary from state to state 

 

Vacuum Pressing Systems 
553 River Rd.  Brunswick  Maine  Ph. 207-725-0935  Fax 207-725-0932 


