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FlipTop Assembly Instructions with Base 

Description 

 
The FlipTop VacuPress Frame Table Kit is de-

signed 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, automat-

ically creating an air tight seal. The 30mil industrial 

grade urethane “Box Construction” membrane will 

handle full size panels up to 6” high and smaller 

panels up to 10” high depending on the configura-

tion. 

 

Overview 

 
To operate the FlipTop a properly constructed 

pressing table is required. This table serves as the 

work surface that the panels to be pressed are 

placed on and to provide a smooth non-porous sur-

face 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 com-

plete. To ensure a finished product that oper-

ates properly it is important to follow each step 

outlined in this manual carefully. Read the en-

tire 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 Frame Kit Includes 

 
4- 1 ½”x 1 ½” Aluminum square tubing 

4- Right angle universal corner connectors and 8 

screw fittings plus corner support brackets 

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 

5-6 hold down latches (depending on frame size) 

4- Hinges 

1- Can of membrane primer 

1- Primer brush 

1- 8mm Allen socket, 8 & 6mm hex bits 

8- Grey plastic plugs 

Assorted screws and fasteners 

 

FlipTop Table Base Kit Includes 

 

4- 1 ½” x 3” Aluminum rectangular tubing - Perim-

eter frame 

3- 1 ½” x 3” Aluminum rectangular tubing - Cross 

supports 

4- 1 ½” x 1 ½” Aluminum square tubing - Sub 

cross supports 

5- 1 ½” x 3” Aluminum rectangular tubing - Legs 

6- 1 ½” x 1 ½” Aluminum square tubing - Leg sup-

ports-mitered 

5- Adjustable feet 

4- Grey end caps 

2- Pneumatic Trunion mount cylinders with mount-

ing brackets 

1- Air control valve 

30- 40ft of white and black 3/32” tubing 

2- In line flow controls 

15- Angle brackets 

Assorted screws and fasteners 

 

Materials Need to Construct the Pressing Ta-

ble Top 

 
1- Sheet of 1” MDF, particle board or plywood. 

1- Sheet of ¼” MDF or particle board (melamine 

coated preferred) 

1- Quart of water based contact cement 

1- Roll of double sided adhesive tape 

Compressed air and compressed air fitting 

Assembling the FlipTop Table 

Base 

 
The aluminum extrusions that make up the table 

base and frame utilize a T-slot system with 

straight and angled universal connectors for easy, 

quick assembly. The key to assembly is always 

sliding the correct connectors into the right extru-

sions when necessary prior to assembly. A miss-

ing connector will require disassembly and 

reinsertion as most all of these fittings cannot 

be inserted after assembly. Although the in-

structions call for inserting the 6mm & 8mm tee 

nuts during frame assembly they can be inserted 

afterwards if necessary. 
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Preassembling the universal connectors 

 

Some of the connectors are assembled, but not 

tightened, prior to putting frame members together 

while other connectors are assembled afterwards. 

There are also three types of connectors, straight, 

right angle and 45 degree angled. The table base 

uses all straight connectors except for the angled 

leg supports which use the 45 degree connectors. 

The four right angle connectors are for the FlipTop 

frame. 

 

1. To preassemble a straight or 45 degree connect-

or drop the round connector piece, the one with the 

allen set screw, into the round hole in the extrusion. 

Make sure the hole in the round connector faces 

towards the end of the extrusion. This hole receives 

the T-slot connector. (See Fig. 1) 

2. Next, slide the T-slot connector into the end of 

the extrusion. There is a recess in one side of the 

shaft. This recess must face up towards the Allen 

set screw in the round connector. Push this con-

nector in until only the shoulder and head is show-

ing out of the extrusion. Tighten down the Allen set 

screw with the 8mm screw driver bit until it just be-

gins to grab the recess in the shaft. If done correct-

ly you can push the spring loaded connector all the 

way in and it should spring back out with only the 

shoulder showing, not the shaft. (See Fig. 2)  

 

Assemble the cross and sub cross support 

frame 

 

1. Into one end of the two #1 and one end of the 

one #2 cross support members pre-assemble two 

universal straight connectors. You will need six 

connectors, total. 

 

2. Slide the two #1 cross supports into the T-slots in 

the #2 support until they are lined up with each oth-

er, centered over the black center line. Tighten the 

Allen set screws with the 8mm socket. (See Fig. 3) 

 

 

3. Next, preassemble eight straight connectors into 

both ends of the four #3 sub cross supports and 

slide them into the bottom T-slot on both sides of the 

two #1 cross supports. They should face each other 

centered half way down the two #1 cross supports. 

Tighten the Allen set screws with the socket. These 

smaller sub cross supports can rotate on the univer-

sal connectors so be sure they are tightened square 

to the larger cross supports. (See Fig. 4) 
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Assembling the support frame to the Perimeter 

frame 

 

Throughout the assembly of both the table base 

and frame you will be asked to insert either 6 or 

8mm T-nuts into the T-slots of the aluminum extru-

sions. These T-nuts are square with a metal band 

spring to hold them firmly into the T-slot. They will 

be used later to attach hinges, latches, hoses, etc 

to the frame members. Unlike the universal con-

nectors they can be inserted later if they are missed 

during table base assembly. 

 

1. Locate  six 6mm T-nuts, two 45 degree universal 

connectors, and the center leg (#4). These slide 

into the T-slot on 1 ½” edge of the cross support 

member (#2), in a precise order. Some of the 45 

degree connectors have a felt pad on the end head. 

Be sure to use the 45 degree connectors with the 

felt pads. Slide one connector on first, then the cen-

ter leg (with preassembled connectors), one 6mm T

-nut, and then the other 45 degree connector. Next, 

slide one more 6mm T-nut into the top slot on the 

3” face. (See Fig. 5) Last, slide four 6mm T-nuts 

into the top edge of  both cross supports (#1), two 

for each support.                        2. With the center 

leg centered over the length of the cross support 

member (#2), tighten the Allen set screws in the 

round connectors with the 8mm socket. 

3. Slide strips of wood underneath all of these as-

sembled extrusions so the assembly is at least  

 

1/8” or more off the floor. This will make sliding the 

long perimeter frame(#7) extrusions onto the cross 

support frame much easier. 

 

4. Starting from either end, slide the two long perim-

eter frame members(#7) over the universal con-

nectors in #3, #2, and finally the other #3  

 

5. On both of the short frame members(#8) slide an 

8mm T-nut into the top and bottom T-slot on the 

outside face, (the opposite side from the round con-

nector holes). These T-nuts will hold the pneumatic 

cylinder brackets, installed later. Next slide two of 

the 45 degree connectors into both of the short 

frame member’s(#8) T-slot on the 1 1/2” edge fac-

ing up. Be sure these have the felt pads on the 

head. These will later connect the angle braces to 

each corner leg. 

6. On one end pull back the two long frame mem-

bers(#7) until the short frame member(#8) can slide 

by and onto the cross support(#1). Slide the short 

perimeter frame member(#8) over the connectors in 

the cross support(#1).  Make sure the holes for the 

round connectors are facing in. (See Fig. 6, step 1) 

 

7. Next, preassemble two straight connectors in 

each end of the short frame member(#8), center it 

on cross support(#1), and slide the two long frame 

members(#7) onto the straight connectors. Contin-

ue a couple of inches so that the long frame mem-

bers extend beyond a couple of inches. (See Fig. 6, 

step 2) 

 

8. Repeat step 6 and the first sentence of step 7 on 

the other end. 

 

9. Slide both long frame members(#7) onto the con-

nectors of the short frame members(#8) until they 

are short from being flush by about 1/4”. You will 

notice that the long frame member will not flush up 

with the two short frame members.  

 

 



 4 

 

 
This is normal as the rectangular grey end caps tap 

into both ends of the long frame member to bring it 

up flush. Hold the rectangular end cap backwards 

with the plugs facing out against the end of the long 

perimeter frame member. Flush up the short perim-

eter frame member to the end cap and tighten 

down the allen set screw in all for corners with the 

8mm socket. Put aside the end caps, they will be 

tapped in later. (See Fig. 7) 

10. Finish this part of the assembly by tightening 

the Allen set screws in the round connectors with 

the 8mm socket. Follow this sequence, the two #1’s 

first, then both ends of #2, and last, the four #3’s. 

This completes the assembly of the base frame. 

Attaching the legs and angle braces 

1. Preassemble eight straight connectors into one 

end of each of the four legs(2-#5’s & 2-#6’s). 

2. Each of the four legs has one smooth face and 

one smooth edge. These surfaces face out while 

the T-slot surfaces face inward. While standing in 

front of the long side of the table base, one of the 

#5 legs goes on the left front corner with the other 

one on the right back corner. One of the #6 legs 

goes one on the right front corner and the other one 

on the left back corner. Slide each leg into the T-

slot in the long frame member(#7) and flush up the 

end with the edge of the short frame member(#8). 

Tighten them all down with the 8mm socket 

3. Preassemble four 45 degree connectors into one 

end of the four angle braces(#9) and two 45 degree 

connectors into one end of the two angle braces 

(#10). None of these connectors will have felt on  

its head. In all of these angle braces place the 

round connector in the hole on the other end. 

4. Drop the four angle braces(#9) down the outside 

T-slot in the four outside legs and slide the 45 

degree connector in the short frame member up into 

the other end of this angle brace. Make sure the 

angle braces are sitting at a 45 degree angle to the 

leg. Tighten the Allen set screws on both ends of the 

angle braces with the 8mm socket.  

 

5. Repeat the same procedures in step 4 for the two 

angle braces(#10) that slide into the two end T-slots 

in the center leg(#4). 

 

6. Locate the five black round feet, threaded posts, 

and lock nuts. Thread the lock nut over the post and 

thread the post into the threaded channel in all five 

legs. With a mallet, tap the feet onto the posts 

 

Running the air lines 

 

 Having the frame upside down makes attaching the 

air valve and running the air lines easier than once 

its right side up. There are two coils of 5/32” air tub-

ing, one white, one black, an air control valve, two 

flow controls, and air line clamps. 

 

1. In the remaining hole on the side of the air control 

valve, screw in a male compressed air quick discon-

nect fitting. This will attach to your compressed air 

source later. 

 

2. Locate the two 5mm T-nuts found on the air con-

trol valve and insert them into the cross support(#2) 

using the two 5mm bolts. The control handle should 

be on the side closest to the outside edge of the 

table. (See Fig.8) 

 

3. Locate the two T-hose fittings and push two of the 

long white 5/32” tubing into opposite ends of this 

fitting. THIS STEP IS NO LONGER REQUIRED AS 

THE HOSE IS ALREADY ASSEMBLED INTO THE 

FITTINGS 

 

4. Attach these hose assemblies to the vertical edge 

of the cross supports that have the previously in-

stalled 6mm T-nuts. Use the rubber coated hose 

clip, 6mm socket screws, and 6mm screwdriver bit. 

(See Fig. 8) for the layout. 

 

5. Attach the two remaining short white and black 

tubing pieces to the air control valve. Press the 

white tubing onto the fitting closest to the control 

handle. Press the black tubing onto the back fitting. 

Be sure the in-line needle valve is on the end of the 

tubing closest to the air control valve. 
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If these two tubing pieces are put on backwards the 

inline flow control fittings will not operate properly. 

Secure the tubing into the previously installed 6mm 

T-nut in the side of cross support(#2) using a rub-

ber coated hose clip. (See Fig.8) Last, cut the tub-

ing to length and insert into the T-hose fitting 

 

6. The pressing table base can now be turned up-

right. 

 

Constructing and attaching the 

pressing table top 

 
The pressing table should be constructed before 

the FlipTop frame is assembled. The pressing table 

is used as the work surface to correctly assemble 

the frame on. The quality of the materials used in 

the pressing table will determine how well the gas-

ket seal on the table and flat the veneered panels 

press up. A well built table will assure trouble free 

pressing. 

 

1. Cut the table top material to the correct size 

listed in Fig 1. A sheet of 1” MDF, particle board, or 

plywood should be used.  

It is recommended to apply a 1” wide piece of 

hardwood to the long back edge before cutting the 

table top to size. This hardwood edge will prevent 

the hinge screws from stripping out over time. 

 

2. To attach the pressing table top to the table 

base use the 15 angle brackets, 6mm socket  

screws, and the rhomboid T-nuts.  With the step in 

the T-nut facing the angle bracket, put the 6mm 

socket screw through the slotted hole in the angle 

bracket and screw it onto the T-nut, just a couple 

of turns. Insert the T-nut into one of the top interior 

T-slots of the table base. While holding the angle 

bracket flush with the top surface, tighten the 

6mm socket screw. The rhomboid shaped T-nut 

will rotate and lock into the T-slot. Continue until 

all 15 angle brackets have been attached. Space 

them evenly over the table base. 

 

3. Attach the table top to the base using the angle 

brackets and 1” screws provided. Make sure the 

table top is flush with the base on all sides. 

 

4. Contact cement the ABS plastic sheet to the 

pressing table. For best results use a water based 

contact 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 need-

ed on the ABS sheet it is recommended to roll two 

coats on the table surface. The ABS sheet is ap-

proximately 2” larger overall in width and length 

than the pressing table giving a 1” 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 

required to facilitate efficient air evacuation out of 

the FlipTop press. This board sits on top of the 

pressing table, grooves facing up. (See Fig. 2) A 

sheet of ¼” MDF or particle board, not plywood, is 

recommended because they both have uniform 

porosity and oversize dimensions, usually 1” larg-

er 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 2.) 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. 
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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 between the 

edge of the pressing table and the grid board. (See 

Fig. 2) Choose the intersection of two groove on 

the grid board and drill a small hole, (no more than 

1/8”) in the center of this intersection. 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 vacuum 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 locat-

ed in the hose. Be sure the intersection that is cho-

sen 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 previ-

ously drilled in step 2. In the center of this 1” hole 

drill a 3/8” hole through the grid board. 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. 3) 

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 underneath  the 

pressing table, attach the brass nut and tighten until 

the rubber o-ring is firmly compressed. Repeat this 

step for the second vacuum connection if using the 

HiFlo pump (See Fig. 4) 

 

5.  Since the ¼” grid board is not a structural part of 

the pressing table it can be set in place with two sid-

ed adhesive tape. Place the adhesive  tape in a 

number of places around the perimeter of the under-

side 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 previously 

done in step two. Make sure the vacuum connection 

fitting fits into the shallow 1” hole drilled into the un-

derside of the ¼” grid board. (See Fig. 4) Slide the 

end of the vacuum hose onto the barbed fitting on 

the vacuum connection. 

 

6. The last step is to attach the vacuum air release 

manifold to the underside edge of the table base. 

Using two rhomboid T-nuts and 6mm socket screws 

attach the manifold in a convenient location along 

the outside bottom edge of the perimeter frame(#7 

or #8) 

 

The pressing table top is now complete. 

 

Assembling the FlipTop Frame 

 
Follow the assembly instructions of the FlipTop 

frame carefully! Do not skip over any steps. The as-

sembly is generally easy but a few steps require 

extra concentration and precision. 
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Installing the Grey Plastic Pressure Bars 

 

The first step to assembling the FlipTop frame is to 

install the grey pressure bars into the aluminum 

frame members. There are 4 clear plastic pressure 

bars that correspond to the 4 frame members. The 

pressure bars can be lightly tapped into the appro-

priate 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 5) 

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 facing 

away from the ungrooved side. (See Fig 5) 

 

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 Aluminum Frame” 

 

Assembling the Aluminum Frame 

1. Drop the 8 round universal connector pieces into 

the round holes in each end of the 4 aluminum 

frame members. Be sure the hole in the connector 

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 7.)   

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 mi-

ter holds together. Do not tighten fully yet. Be sure 

the recesses in the shaft of the right angle connect-

ors 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 plas-

tic plugs into the Allen set screws. 
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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 angle 

brackets are snug against the outside of the slot 

they are in, tighten them up firmly. (See Fig. 7A) 

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 replaced 

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 un-

derside 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 cov-

ering about 6” in each corner and attach the mem-

brane flush with the outside of the T-slot. (See Fig. 

8) 

Be sure the mark on the membrane flange that says 

“this side against frame” is placed correctly, other-

wise the membrane will be attached inside out and 

will not function properly. This means the actual sur-

face of the membrane that the words are written on 

is against the aluminum frame. After the four cor-

ners are stuck down  peel back the rest of the adhe-

sive backing and finish sticking the membrane 

down. Be sure to keep the membrane flush with the 

outside edge of the T-slot groove. 

2.There are six T-slot retaining strips, 3 mitered on 

the left end and 3 mitered on the right end. Because 

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 re-

taining strips on the membrane with the miters to-

wards 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 retain-

ing 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 membrane). 

When the retaining strip is tapped to the other end 

of the aluminum extrusion cut the miter with a sharp 

razor knife. Be careful not to slice the membrane. 

(See Fig. 10)  
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Once the end has been mitered, tap the remainder 

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 re-

maining retaining strips in until it reaches 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. This gas-

ket is attached just inside the T-slot retaining strip 

on the surface of the urethane membrane. (See 

Fig. 12) 

1.To prepare the membrane to receive the gasket, 

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 helps bond 

the adhesive backing on the gasket to the mem-

brane. Allow primer to set for one minute or more. 

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 and hold down latches 

1. Locate the eight 6mm T-nuts in one long side of 

the aluminum extrusion and loosely attach the four 

hinges using the 6mm hex bit and socket head 

screws (packaged with the hinges). 
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 The four hinges can be placed anywhere along the 

length of the extrusion. We recommend placing the 

two outside hinges 6” as close to the corners as 

possible 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 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. 

12) This should pinch the gasket to the pressing 

table. You should not see any light shining through 

between the pressing table and gasket. If needed 

loosen the wood screw, press down on the frame 

more firmly, and re-tighten.  

2. To attach the hold down latches start by position-

ing the 6mm T-nuts in the outside of the aluminum 

frame. For a 8’ capacity FlipTop slide three T-nuts 

into the long front side of the aluminum frame as 

close to the corner as possible and the third one 

centered. On the short side one T-nut centered 

For a 10’ capacity 

frame there are four 

hold down latches 

along the front side. 

Slide the two outside 

T-nuts as close to 

the edge as possible 

with the other two T-

nuts evenly spaced. 

On the short sides 

one T-nut centered. 

Into these T-nuts 

attach the hook with 

one screw (See Fig. 

13)  

 

3. Next slide, six or eight 6mm T-nuts (depending on 

frame size) into the top slot on the front  frame sup-

port (#7) and attach the hold down latch using a 

6mm socket screw into the bottom mounting holes in 

the latch.  

Adjust the hanger nuts on the bottom so the hanger 

rests snugly onto the hook but does not pull down 

the frame when in the latched position. .  

To make the latches properly pinch the gasket to the 

table, unlatch the hanger and rotate both bottom 

nuts up about two full turn. This should give the cor-

rect amount of pinch. Tighten the lock nuts on the 

hanger to secure this position. 

Installing the pneumatic cylinders 

The pneumatic cylinders come with the mounting 

hardware already attached, one set up for the left 

side and one for the right. The mounting bracket on 

the cylinder body will face toward the hinges. 

1. Locate the two 8mm t-nuts in the short frame 

member, one will be in the top T-slot and the other 

will be in the bottom slot. Loosely attach the mount-

ing bracket using the 8mm socket screw. While hold-

ing the pneumatic cylinder in the vertical position 

slide it left or right until the center of the shaft is 12 

1/2” in from the hinge edge. Tighten the two 8mm 

socket screws with the 8mm Allen socket. (See Fig. 

14) Be sure the cylinder is 90 degrees to the table. 

Repeat this process with the other cylinder. 

2. Cut and attach the white and black air line tubing 

to both cylinders. The white tubing pushes into the 

bottom push on connector, the black tubing on the 

top. Be sure to give some extra slack on the black 

tubing when cutting to length as this fitting rotates 

upward when operating. This is not important on the 

white tubing. (See Fig. 15) 
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3. Connect a com-

pressed air hose to the 

air control valve on the 

front of the table. Locate 

the two needle valves in 

the black and white tub-

ing directly behind the 

air control valve and 

open both about one 

turn, for now. Push the 

handle on the air control 

valve away from you. 

This will draw both cylin-

der shafts down to the 

closed position. 

4. Rotate the mounting 

plate assembly on the 

top of  the cylinder shaft 

up or down until the two 

holes in the mounting 

plate are centered over the T-slot in the frame. 

Slide the two 8mm T-nuts, previously installed in 

the frame, behind the holes in the mounting plate. 

While putting a small amount of pressure on the 

cylinder so the temporary spacer is  pinched be-

tween the mounting bracket and cylinder, attach the 

mounting plate to the frame with two 8mm socket 

screws using the 8mm Allen socket. Remove the 

temporary spacers. 

5. Unscrew the shoulder bolt from the mounting 

plate and rotate the clevis bracket one turn clock-

wise and screw back into the shoulder bolt. This will 

make the cylinder apply a small amount of down-

ward pressure on the frame, pinching the gasket to 

the table. Tighten the lock nut on the cylinder shaft 

to the clevis bracket. 

6. To test the cylinders, open the two needle valves 

and additional five turns each. Push the air control 

handle away from you. This will fill the cylinder with 

air. Next, pull the handle toward you and the frame 

will lift to the vertical position. To adjust the speed 

of the cylinders open or close the needle valves 

until the desired control is achieved. Always keep 

both needle valves open or closed the same 

amount of turns. 

When lowering the frame, stop about 3’’ before the 

front  touches the table. Pull the membrane out 

from underneath the frame and then close com-

pletely. If the membrane is left underneath a com-

pletely closed frame for an extended period of time 

the gasket may become permanently deformed. 

 

 

Leveling the table and inserting the end caps 

1. Raise the frame to the vertical position and place a 

level on one end of the table. Adjust the feet until that 

end is level. Repeat this process on the other end. 

2. Using the lower T-slot in the front side of the table 

base, sight down this slot. Adjust the center leg until 

the slot is perfectly straight 

3. Locate the four grey rectangular end caps and tap 

them into the ends of the two frame members (#7) 

Operating the FlipTop Press 

1. With the frame in the lowered position, (make sure 

extra membrane is not caught under the aluminum 

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 underneath 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. 

If the membrane does not begin to draw down within 

this time frame, the gasket may not be contacting 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 eliminat-

ed by tightening down the hinges and hold down 

latches as needed. 

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 raised off 

the table.  

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 plac-

ing it in the middle of the pressing table and lowering 

the frame down. With your hands, push the mem-

brane down on the pressing table closely around the 

object to be pressed. If the membrane can be com-

fortably pushed down around the object without pull-

ing the membrane taut against the frame the object 

can be pressed. (See Fig. 16) Pressing objects that 

do not comfortably fit in the FlipTop can stress 

the membrane or possibly bend the aluminum 

frame. 
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Maintaining a good seal 

When under full vacuum the VacuPress pump can 

cycle anywhere between a few minutes to a half an 

hour or so. Keeping the sealing area of the press-

ing table clean, dust free of wood chips, and glue 

will help maintain better cycling times.  

When not in use we recommend keeping the Flip-

Top frame in the closed position which will help 

minimize dust build up between the gasket and the 

pressing table. Regularly wiping the gasket and 

sealing area of the pressing table with a damp rag 

will also maximize cycle times. 

 

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 larger 

hole and tears. Patching instructions are located 

inside the patch kit. 

 

Vacuum Pressing Systems 

553 River Rd.  Brunswick  Maine  Ph. 207-725-0935  www.vacupress.com 


