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|   EDITOR’S LETTER 

THE ART OF FABRICATION

Outside of writing, editing and researching 
about the metals fabricating industry, I 
try to make time for a few of my favorite 
hobbies: cooking, gardening, going to art 
museums – typical non-work stuff. In fact, 
the next time Fabtech is in Las Vegas, I’d love 
to make room in my schedule for the Neon 
Museum, aka, the graveyard of neon signs. 

As one can guess, I’m not just interested in 
aging signage. I appreciate the fabrication 
processes that are integral to making art out 
of metal, but I’ll take art any way I can get 
it: in paintings, ceramics, textiles and, when 
possible, in 3-D printings. To stay on top 
of the creativity happening in the design 
world, I subscribe to a few magazines and 
newsletters, one of which is called Dezeen.

In a recent Dezeen article, it was reported 
that applications of Rapid Liquid Printing 
were presented at this year’s Milan Design 
Week. The name of the technique caught 
my attention, so I decided to dig a little 
deeper. According to the article, MIT 
partnered with Steelcase, a U.S. furniture 
manufacturer, to bring the new technique 
to life – and to the stage in Milan.  

“Researchers at [MIT] have developed a 
revolutionary new form of 3-D printing that 
can produce large objects such as chairs in a 

fraction of the time of regular printers,”  
the article read. “The Self-Assembly 
Lab worked with U.S. furniture 
company Steelcase to develop the 
process known as Rapid Liquid Printing, 
which involves extruding material from a 
computer-controlled nozzle into gel.”

Although the process doesn’t yet involve 
liquid or powder metals, the operative 
word in this sentence could be “yet.” 

“Nearly every printing process utilizes 
layers, and those layers degrade the 
structural property of the material 
compared to a consistent material all  
the way through,” said Skylar Tibbits,  
Self-Assembly Lab director. He continued  
to posit that the technique could be used  
in future large-scale manufacturing, 
including aerospace, automotive and 
architectural applications.

So just as art can be found almost 
everywhere in life, so is true for metals 
fabricating. And for me, that’s a truly 
beautiful thing.  

Abbe Miller  

editor-in-chief

amiller@techgenmedia.com
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When making a big purchase, what’s the 
first thing you do before you buy? If you’re 
like 82 percent of consumers, you head 
to the web. Understanding that most 
potential buyers spend time researching 
their options online before they buy  
sheds light on the necessity of having a 
fully functioning, well-informed  
company website. 

So, why do so many fabricators hesitate 
to invest time and dollars into bettering 
their online presence? We talked with 
Sarunas Budrikas, president of website 
development company Angle180 Inc., 

about what he sees as the biggest 
obstacles for companies looking to  
tame the wild, wild web. 

“They don’t see the potential value 
a website can bring,” Budrikas says, 
describing companies that created their 
websites some time ago. “They had high 
hopes that they would drive traffic and 
business, but didn’t see the return  
they anticipated.” 

Today, however, advancements in 
design, analytics, user experience and 
e-commerce platforms have improved 

Prioritizing your 
fabricating website

Have clearly defined goals and expectations 
that are performance based. 

 
Focus on great user experience. A website’s 

message should be clear, the site should load 
quickly and it should work on all devices. 

Integrate your marketing strategies into the 
website. Have an expanded site map with 

landing pages for unique search phrases and 
optimize every page for conversion.

TOP tips
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the likelihood of finding online success. 
Unlike those first iterations, developers 
are now able to provide businesses with 
websites that fit their exact needs. Budrikas 
admits, though, that there are other hurdles  
to overcome. 

“Another reason businesses shy away from 
upgrading their websites is because of our 
own industry experts, our web designers,” 
Budrikas says. “We as an industry don’t 
have a great reputation. Web designers 
should do a better job communicating with 
and educating business owners. We also 
need to focus on performance. Everybody 
understands the bottom line.” 

If hiring an outside party to handle your 
website feels daunting, Budrikas suggests 
that you assess what you truly need and 
want from a website before deciding to go 
it alone. 

“If we’re talking about a simple brochure 
website then yes, the owner can do 
it themselves,” Budrikas says. “But I 
wouldn’t recommend it for established 
businesses. Creating a website that 
performs well takes a lot of time because 
there are a lot of moving parts – from 
strategy, planning and content writing to 
design, development and analytics. And 

you have to repeat this process on a  
regular basis.” 

According to Budrikas, there’s no real 
magic in putting together a website, but 
for a company to truly see the benefits, 
they need to pay close attention to search 
engine optimization (SEO). This gives 
businesses a greater chance of performing 
higher in online searches. But, Budrikas 
warns about cookie-cutter SEO programs. 
Although they seem easy to use, DIY 
templates have their limitations and lack 
the ability to scale when the website and 
company grow. 

For those already in the process of updating 
their website or for those starting to 
reevaluate their website needs, Budrikas 
suggests that, whether working with a 
developer or not, you should start the 
project with clearly defined performance 
goals and expectations. 

“Make sure to integrate your marketing 
strategies into the website,” he says. “Have 
an expanded site map with landing pages 
for unique search phrases and optimize 
every page for conversion. But most 
important, focus on a great user experience 
by providing a clear message on a fast 
loading site that works across all devices.” BLM GROUP USA Corporation

29380 Beck Rd • Wixom, MI 48393 • PH: 248.560.0080 • FX: 248.560.0083 • www.blmgroup.com • email: sales@blmgroupusa.com
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Room for 
advancement

Reach welding automation goals with 
advanced processes 

// by Justin Durik, welding engineer, and Caleb Rosera, 
product manager, Miller Electric Mfg. Co. //



Companies invest in welding 
automation for many 
reasons. They may want 
to improve productivity, 

address quality issues, uncover 
efficiencies and cost savings, or 
address a shortage of skilled welders. 
The benefits automation can provide 
to operations with repeatable 
parts or high throughput are well 
documented.  

But if companies only use traditional 
constant voltage (CV) MIG or standard 
pulsed MIG welding processes in their 
automated welding system – instead 
of advanced wire processes that 
deliver adaptive arcs – they may not 
be gaining the most benefits from the 
investment.  

There are several reasons why 
companies may overlook advanced 
welding processes. They may not 
understand the advantages, including 
faster travel speeds, lower spatter levels 
and less heat input. They may view it as 
a risk to switch from traditional welding 
processes that are already qualified. Or, 
they may be intimidated by changing 
to processes they know less about. 

These hesitations can be overcome 
with training and by experiencing 
some of the benefits of these 
advanced processes firsthand. In fact, 
implementing advanced welding 
processes featured on power sources 
already in use – or investing in newer 
machines with these capabilities – can 
help companies take their automated 
welding operations to the next level.

Questions to answer
Advanced welding processes can 
provide better results in the right 
application. When investing in a new 
welding system with these processes 
or switching from CV MIG or standard 
pulsed MIG welding to an advanced 
process in an existing system, consider 
some key questions.

Advanced welding 
processes help 
address issues with 
distortion, spatter, 
travel speeds and 
other factors.
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What are the goals of the welding 
operation?

In answering this question, first 
look at the issues to be solved and 
then select the advanced welding 
process that is best suited to resolve 
those challenges. For example, is the 
company looking to gain any of the 
following? Increased travel speeds? 
Better control of heat input? Reduced 
spatter? Improved productivity or 
throughput? Improved quality?

For each of these issues or goals, 
there is an advanced welding process 
solution that can provide benefits. 
Companies must know what they want 
to accomplish to make the best choice 
for the application and their short- and 
long-term goals.

What is the material type and thickness?

Advanced welding processes work 
especially well on thinner materials 
because the arc allows for better 
control of heat input. They help reduce 
spatter and improve travel speeds, 
which, in turn, helps reduce heat input 
and minimize distortion. These factors 
are critical on certain materials. When 
welding stainless steel, for example, 
reducing spatter and distortion helps 
save time and money in cleanup and 
reduces the chance for material waste.

What is the part repeatability? 

Ideally, parts coming from upstream 
in the operation should be consistent 
with a low degree of variation, but 
this is not always the case. When 
parts aren’t perfect every time, the 
technology and improved arc control 
provided by advanced welding 

Advanced pulsed processes, 
such as Miller’s Versa-Pulse, offer 
the most benefits for automated 
welding applications. It delivers 
exceptionally fast travel speeds.

When employing 
advanced arc 
performance, operators 
benefit from improved 
throughput and better 
overall weld quality.

12June 2017
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processes can help compensate for 
discrepancies, such as poor part fit-up 
or poor joint preparation.
 
Advanced options 
Don’t be intimidated by the terms 
“advanced processes” or “advanced 
arcs.” Power sources that provide these 
technologies have interfaces designed 
for ease of use. 

As advanced welding processes 
continue to evolve, they improve 
control over the arc. Some power 
sources make synergic adjustments – 
the operator may adjust one knob 
while the machine simultaneously 
adjusts multiple parameters or 
settings to produce the desired arc 
characteristics. This simplifies setup 
and prevents the automated system 
from welding with less-than-ideal 
welding parameters.

Power sources available today, 
including the Auto-Continuum 
advanced MIG welder, offer numerous 
advanced process options.

Versa-Pulse. This next-generation 
advanced pulse process offers the 

most benefits for automated 
welding applications, delivering 
exceptionally fast travel speeds 
because it has a shorter arc length 
than other advanced processes. 
This process uses a short-circuit 
event after each pulse, which means 
the waveform can be adjusted to 
allow for use of lower current when 
clearing the short.

It also has a tighter arc that results 
in lower voltages, providing low 
heat input and low spatter. This 
makes it especially beneficial when 
welding specialty joints, structural 
tube and very thin materials, such 
as 12-gauge and thinner materials 
commonly used in the automotive 
and transportation industries. 

Accu-Pulse. Due to its wide operating 
range and controllability in all 
welding positions, an advanced 
pulsed MIG process is often the most 
popular of the advanced processes 
in automated welding for industrial 
applications. It can run a shorter 
arc length for lower voltages than 
traditional processes while staying 

above the spray transfer threshold. 
The result is less heat input, better arc 
control and faster travel speeds.

Where most standard pulsed MIG 
processes adapt to changes by varying 
the pulses per second, advanced 
pulsed MIG processes change other 
variables, which provides faster 

responses to changes in the arc. 
This allows for varying welding 
parameters without sacrificing 
the weld profile, quality or 
mechanical properties of the 
completed weld. Advanced 
pulsed MIG also allows the most 
wire and gas combinations of the 
advanced process options. 

At Fabtech 2016, Miller’s Auto-Continuum advanced MIG welder was on 
exhibit. Watch the video to learn how it delivers advanced arc performance to 
improve throughput and quality in demanding automation applications.
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Regulated Metal Deposition (RMD). This 
modified short-circuit MIG process is a 
good solution for resolving poor part 
fit-up and for parts that need minimal 
heat input. However, reduced travel 
speeds limit the use of this process in 
some applications.

In RMD, the welding system 
anticipates when the short circuit will 
transition to the arc, then reduces the 
welding current to create a consistent 
metal transfer. This precisely 
controlled metal transfer provides 
uniform droplet deposition, making 
it easier for the automated welding 

system to gain good weld pool control. 
In addition, the reduced current 
reduces spatter production.

A good choice 
Companies that invest in automated 
welding systems can reap many 
benefits, from improved efficiency 
to reduced variances in part quality. 
Utilizing advanced welding processes 
can take those results to the next 
level – for even greater productivity, 
weld quality and cost savings. 

Advanced welding processes help 
address issues with distortion, spatter, 

Watch to learn how Miller is delivering advanced arc performance from 
its Auto-Continuum 350 and 500 models. 

travel speeds and other factors, 
which can minimize rework, increase 
production and make for a more 
competitive operation. No matter 
the challenge or goal in the welding 
operation, there is likely an advanced 
welding process that can address it 
and result in improvements. 

Researching the right choice and 
consulting a trusted welding 

MILLER ELECTRIC MFG. CO.

distributor or equipment 
manufacturer can help companies 
make an educated decision that 
delivers short- and long-range results 
as well as profitability.
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SHEAR 
LUCK
A Las Vegas job shop 
hits the jackpot with an 
investment in automated 
plate processing equipment 

// by Kip Hanson, senior editor //



The problem: Cost-effective 
holemaking and shearing  
of thick steel plate
The solution: Invest in a 

CNC-controlled plate processing 
machine.

Making large numbers of holes in 
long lengths of steel bar is difficult 
work. You might drill them on a 
drill press or CNC machining center, 
but this is both time consuming 
and cumbersome (and who has a 
machining center that big, anyway?). 
An ironworker might do the trick, but 
here again, manhandling bars up to 
20 ft. long and 3/4 in. thick is no one’s 
idea of fun. 

Adding insult to injury, many of 
the bars must be chopped up into 
shorter lengths, which means wasting 
valuable time bandsawing. But for one 
fabricating shop just a few minutes by 
cab from the Las Vegas strip, what was 
once an onerous task is now about as 
easy as pulling the handle on a slot 
machine. 

In the city  
The next time you’re in Sin City, take 
a look at the coin carts and chip trays, 
the counting tables and bellman carts. 
Chances are, they were made not far 
from where you’re currently perched, 
drinking a cold one and plunking 
endless nickels into the slot machines.

In fact, if you’re visiting Caesar’s Palace 
or the Mirage, you might step outside 
into the desert sunshine and head 
up to Spring Mountain Rd., then walk 
about a mile west to Procyon Street. 

It’s there that you’ll find Gianni Ygnelzi 
and his dad Emilio. The sign on the 
door says Nevada Precision Sheet 
Metal, but don’t bother knocking; 
they’ll probably be out in the shop, 

With Trilogy’s fully automated APS-30080M, the operator loads 
a bar onto the in-feed rollers, the machine clamps and squares it 
and then begins punching holes up to 1 1/2 in. dia. When done, 
the parts are sheared to length. 



setting up a piece of machinery or 
welding up a cabinet. That’s what 
they’ve been doing every day since 
1983, when they first went into 
business together.  

Like many job shops, the father and 
son team started with a few basic 
machines and built the business from 
there. Today, they have 60 employees, 
a full complement of CNC equipment, 
and perform a variety of fabricating 
services, including laser cutting, 
shearing, welding and powder coating. 

The Ygnelzis also developed their 
own line of locking cover systems 
to prevent theft of copper wire from 
light poles and electrical boxes (you 
might have noticed them while 
walking down the Strip). And, if you’re 
in need of something a little more 
common, such as BBQ accessories, 
you’ve come to the right place: The 
Ygnelzis make those, too. 

“We also produce structural steel 
parts for some local companies,” says 
the younger Ygnelzi. “Spiral stair 

The APS plate processing system boasts 88 tons of punching force, 
28 to 35 strokes per min. and accuracy to ±0.004 in. per ft. 

Call TODAY to set up 
a DEMONSTRATION 
at your work site!

Call Toll Free 1-800-843-8844 or Call Direct 605-859-2542  •  Fax 1-800-843-5545  or  605-859-2499 
www.scotchman.com    •    info@scotchman.com    •    Scotchman Industries Inc., P.O. Box 850, Philip, SD  57567  

THE SOLUTION PREFERRED 
BY METAL FABRICATORS!

Our component style Ironworker offers  more options and accessories to keep 
costs down and productivity and profits up! Models available from 45 to 150 ton.

VERSATILITY! VERSATILITY! 
DEPENDABILITY! DEPENDABILITY! 

QUALITY! QUALITY! 
POWER! POWER! 

LEASING
AVAILABLE
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components, diamond plate treads, 
that sort of thing. We’ve done a lot of 
work for the taxi industry, building 
the signs you see mounted to most of 
the taxis around here. We even make 
sanitation boxes for the park and 
recreation department, for cleaning 
up after your dog. We’re a job shop, 
so pretty much anything that comes 

Trilogy’s APS-30080M is equipped with easy-to-use control and nesting 
software, designed to maximize material use.

length and then punching the holes 
on a Sunrise ironworker that we’d 
purchased a couple years ago from 
Ben Flamholz at Trilogy Machinery. 
The machine has a CNC backgauge, 
so that helped, but it was still a lot 
of manual work. When the volumes 
started to increase, I knew we had to 
do something different.”

our way, from a few parts to a couple 
thousand, we’ll take it on.”

Overworked ironworker 
One recent job turned out to be more 
than the Ygnelzis bargained for. When 
a Las Vegas computer data center 
contacted Nevada Precision for some 
help making structural assembly 
components – sort of like the metal 
framing needed to construct an 
office building, but one where the 
occupants are servers, switches and 
similar IT equipment – the shop won 
the job. 

Many of the vertical beams used in 
the data centers are made of 5/8-in.-
thick low-carbon steel bar, 12 in. 
across and up to 16 ft. long. Each has 
a series of holes, some measuring 3/4 
in. dia., used to support the horizontal 
cross-members and attach other 
sections of the infrastructure. 

“Some of the parts are much smaller, 
down to 1/4-in.-by-5-in. plate, but 
all of them were taking quite a few 
hours to produce,” Ygnelzi says. “At 
that time, we were sawing the bars to 

Ygnelzi was happy with the 
performance of the Sunrise 
ironworker, so he checked with 
Trilogy yet again to see what options 
were available. Flamholz suggested 
an APS-30080M CNC plate processing 
system, which automatically 
processes flat bars up to 3/4 in. thick 
and lengths up to 40 ft. long. 

Nevada Precision’s plate processing 
system has reduced machining time 
by half, and it requires half as many 
people to operate as the previous 
semi-automated ironworker. 

18June 2017



Tell it how many parts you need, the 

lengths, hole diameters and locations, 

and the machine takes care of the rest.

The machine also shears the bars 
to length, eliminating the need for 
sawing. Since the machine would be 
on display at the 2016 Fabtech show 
in Las Vegas, which was just a few 
weeks away, Flamholz suggested 
they meet there so Ygnelzi could 
kick the tires. 

Welcome APS 
Gianni and his father didn’t need 
much convincing. They bought 
the demo model before Fabtech 
even started under the agreement 
that it would be sent to their shop 
immediately after the show. 

“Trilogy came in and installed the 
machine, and then returned the 
next day to train everyone,” he says. 
“It only took a couple of hours. The 
APS is very easy to operate.”

Aside from its punching and 
shearing capabilities, the APS 
also comes with nesting software 
that makes it simple to lay out the 
different parts end to end, making 
the most efficient use of  
the material.

http://trilogymachinery.com/


TRILOGY MACHINERY

NEVADA PRECISION  
SHEET METAL

Watch Trilogy’s fully automated APS-30080M plate processing system save 
labor, time, energy and cost

and shear all the plates, at which 
point we could start welding them 
together. The APS reduced that to 
not even two weeks. It basically does 
the work in half the time.”

It’s also cut labor time in half. 
The weeks spent wrangling parts 
through the ironworker and bandsaw 
required two full-time people. With 
the APS plate processor, it takes only 
one operator to load the machine, 

after which the machine runs on 
its own. 

“We’re pretty happy with our 
decision,” Ygnelzi concludes. “It’s 
been a great investment.”

Tell it how many parts you need, the 
lengths, hole diameters and locations 
(up to three different hole sizes per 
setup is possible), and the machine 
takes care of the rest. All the operator 
has to do is set the bar on the 
conveyor, press cycle start and collect 
finished parts on the opposite end of 
the machine. 

The APS has been in service less than 
six months but has already made a 
tremendous difference in throughput. 

“It’s really sped up our process,” 
Ygnelzi says. “Before, when we 
received an order to prepare a room 
for one of these data centers, it would 
take us three to four weeks to punch 

20

“When the volumes started to 

increase, I knew we had to do 

something different.” 

Gianni Ygnelzi, machine shop supervisor at 
Nevada Precision Sheet Metal

June 2017

http://www.trilogymachinery.com/
http://www.npsminc.com/index.html
https://www.youtube.com/watch?v=JGMrQtTbJNU
https://www.youtube.com/watch?v=JGMrQtTbJNU


||  by Larry Adams, senior editor ||

Turn rusty tube and pipe into a 
product that is shiny and new and 
ready to use

RUST 
BE 
GONE



so for as little as $0.029 per pound in-
house. And, Mattar’s largest customers 
can save as much as 40 percent 
compared to pickling. 

Another company has been using  
Rust Release for about 10 years and in 
that time has cleaned more than 2,000 
tons. For them, it has cost roughly $98 
per ton to clean. To date, they have 
cleaned:
 
• 52 bundles or 6,072 tubes total

• For 6,072 tubes at 50 lbs. each = 
303,600 lbs. 

• Total cost for Rust Release = 
$13,770.00, which includes disposal 
and shipping costs 

• Per pound, the company spends $0.045 

Metal pipes get rusty. 
Especially when bought 
in bulk and stored in 
areas that aren’t climate 

controlled. In a short period of time, 
moisture and oxygen reacts with the 
iron or other metal material the pipe 
is made from, and soon the pipe will 
begin to rust. If the pipe is ignored, it 
can become useless and will need to 
be disposed.

Other ways are available to revitalize 
that pipe, of course. The rust can be 
ground off, but that process can be 
labor and time intensive and may 
damage the stock. 

More aggressive steps can be taken 
such as pickling the pipe, which 
literally means bathing the pipe in 
an acid bath, which will, indeed, 

remove the rust, but might remove 
paint and anything else in which it 
comes in contact. There’s also the 
problem of what to do with the 
hazardous acidic material that can 
endanger workers with its odor or 
create environmental problems 
that might gain the attention of the 
nearest regulatory agency.

A third option is to outsource the 
job. One Chicago-area company 
is familiar with that route. It sent 
bundles of tubes to a second 
company for pickling and oiling 
and three days later they would get 
their product back in good shape. 
Beyond the cost to dip and then 
ship the material to and from the 

facility, was the inconvenience that 
for three days, the inventory wasn’t 
available.

The pipe component supplier, 
however, found another alternative. 
One that is quick, cheap and 
environmentally friendly. It does, 
typically, require dipping, but unlike 
the caustic pickling option, the rust 
remover is not acid and is generally 
safe to use and dispose. 

By the pound 
The product is Rust Release from 
Fluid Environmental Services Inc. 
President Paul Mattar says that the 
company can clean rusty tubes with 
its nonhazardous Rust Release and do 

Save rusty pipe from the scrap heap with environmentally friendly Rust Release. 
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“Every customer has different 
amounts of rust,” Mattar says, “and 
therefore the cost per pound is a 
bit different for everyone. We also 
let customers use the 26-ft. tank 
at no charge. I’m confident that 
customers would be happy with the 
cleaning results in terms of savings 
per pound.” 

Another customer, a large 
manufacturer of steel pipe, sent a 
thank you letter to Mattar, which 
he shared with FAB Shop Magazine 

After sitting in 
a tank of Rust 
Release for a 

short period of 
time, old pipes 

come out shiny 
and new.

Direct. According to the letter, the 
company was seeking alternatives 
to improve the surface quality of its 
scrap pipe inventory. “We were losing 
$5,000 to $15,000 per month on scrap 
metal because we didn’t have an 
economical answer at that time,” the 
customer wrote. Based on testing, 
the company decided to invest in the 
Rust Release product and realized 
significant results. 

“We were able to salvage all of our 
tubing inventory,” the customer 

A worker with Fluid Environmental 
Services custom building a dipping 
tank to help remove rust. 

said. “We were then able to store the 
tubing in bulk quantities, [which] 
eliminated the concerns of rust or 
pitting. When we tracked our piece-
counts and total tubing footage, [we] 
saved roughly $92,000 in inventory.”

How it works 
Rust Release is a non-acidic, 
synergistic blend of chelating 
agents, wetting agents and 
surfactants designed to remove rust 
from the surface of metals. It works 
primarily through the process of 
chelation, which is where a metal ion 
is sequestered by another molecule.

“In simple terms,” Mattar says, “Rust 
Release works by grabbing the rust 
particles from the surface of the 
metal and pulling them into the 
solution. When the metal part is 
removed from the solution, the rust 
stays behind. We always suggest 
removing the rusted items when the 
rust is gone. Rust Release has a pH of 
5.5 to 6 and is extremely safe.”

According to Mattar, the company 
usually recommends using the 
product for light surface rust. “It just 
depends how deep the surface is,” 
he says. “It might take a few times 
of dipping it or maybe leave it for a 
longer time to see if it will remove 
the rust all the way. It just really 
depends on the severity of the rust.”
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While Mattar says it is safe, he does 
recommend that customers check 
with disposal companies or their local 
regulatory agency to ensure that it’s 
acceptable to dispose the remaining 
material through the drain.

Dipping tank 
One of the perks of using the product 
is that Fluid Environmental Services 

For parts that can’t be dipped, 
Rust Release offers a gel product 
that can be brushed on to remove 
rust in three easy steps.

Typically, the tank is completed in two 
to three weeks. There are no plumbing 
or electrical requirements for it, and it 
will be ready to use the same day it’s 
delivered.

Not all products are dippable, however, 
says Mattar. For those cases, Fluid 
Environmental Services developed the 
Rust Release SuperGel product. 

To use, loose rust and dirt should be 
scraped off, and then, the SuperGel 
can be liberally brushed onto the 
rusted area and left on until the rust 
becomes loose. Customers wipe the 
solution clean and repeat the process 
if any rust remains, leaving the gel on 
longer for heavily rusted areas. The 
SuperGel can stay on the material from 
20 min. to 4 hours, depending on the 
thickness of the rust. Customers can 
determine if the rust is coming off by 
rubbing the surface of the metal.

FLUID ENVIRONMENTAL 
SERVICES INC.

A container of 
environmentally 
safe, non-acid rust 
remover that can be 
emptied into a tank 
for dipping. 

can custom-build dipping tanks for 
customers. According to Mattar, every 
customer is unique with their tank 
size requirements. 

“We can build a 7-gauge dipping 
tank that is mounted and finished 
in black lacquer,” he says. “We start 
constructing the tank immediately on 
receipt of the purchase order.”
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LEAN, STREAMLINED
// by Steve Brown, press brake product manager, Wilson Tool International //

Hydraulic clamping systems help fabricators find competitive advantages



Clamping systems help 
press brake operators 
bring increased efficiencies 
to part runs and reduce 

wasted mundane movement. But 
to be competitive with shorter 
lead times and higher quality 
products, job shops and production/
OEM environments must gain 
efficiencies with faster setups and 
more streamlined production. New 
advancements in hydraulic clamping 
systems help fill this need.

Time-consuming setups are often 
a major cause of downtime for 
fabricators, which was especially 
true before the advent of the 
first hydraulic clamping systems. 

The manual labor for securing 
the punches and dies involved 
tightening setscrews or clamp plates. 
Depending on the length of tooling, 
significant downtime could occur as 
a result.

When hydraulic clamping systems 
came to the market, the simple 
addition of hydraulic power allowed 
operators to clamp and seat all the 
punches and dies in a setup – with 
the simple press of a button.

Early systems
Early hydraulic clamping systems, 
however, presented numerous 
challenges. Under rigorous production 
schedules, many of the systems simply 
didn’t have the quality necessary to 
sustain production. Hydraulic leaks and  
poor working surface durability  
were common.

Faced with these challenges in the 
field, tooling manufacturers were 
motivated to create more dependable 
hydraulic clamping products to ensure 
manufacturing uptime to help maintain 
production goals.

Hydraulic power allows operators to 
clamp and seat all punches and dies 
in a setup, just by hitting a button.
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To give some background, these early 
systems operate in part whereby a 
urethane bladder filled with hydraulic 
fluid pushes a pin inside the beam as 
the bladder expands with fluid. This 
action secures the tang of the punch 
or die in place, which also seats  
the punch. 

Over time, the repeated expansion  
of the bladder causes it to leak or  
rupture, leading to hydraulic fluid 
spilling on the clamping system 
and press brake. This, in turn, causes 
considerable unplanned downtime 
and maintenance to clean up the  
mess and obtain a new bladder.

Beyond poor-quality bladders, 
durability concerns arise in the form 
of worn beams inside the hydraulic 
clamping systems. Simply put, the 
beams are not constructed to hold 
up to the rigorous production levels 
found in most shops. Within months 
of installing a new hydraulic clamping 
system, the soft beams exhibit wear 
from loading hard tooling, leaving 
fabricators with concerns about 
achieving a return on their investment.

Push for improvement
Not only were quality and 
dependability core factors for 
improving hydraulic clamping 
systems, decreasing lead times 
measured in weeks and months was 
essential. Out of these efforts came 
the Express Rail and Express Rail 2000 
from Wilson Tool International, which 
deliver an improved bladder made 
with a urethane composite designed 
for rigorous press brake operations.

With the Express Rail, the quality of 
the beams was improved by using a 
through-hardened 70 RCS (Rockwell 
C scale) material, making the new 
beams dramatically more durable 
compared to early systems, which 
weren’t hardened at all. As a result, 
the new beams deliver longer life and 
greater production efficiencies.

In addition to an improved bladder 
and a through-hardened beam, 
fabricators benefit from a modular 
beam designed to curb maintenance 
costs and reduce downtime. With the 
modular beam, damaged components 
can be replaced without having to 

The Express Rail modular 
design allows for faster 
and less costly repairs to 
damaged beams.
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replace the entire beam, which isn’t 
possible with the earlier versions 
of hydraulic clamping systems. By 
introducing the modular beam, 
repairs to damaged beams became 
less timely and costly.

With the Express Rail 2000, fabricators 
were provided with an even more 
durable system, but at a more cost-
effective price point. While both 
systems include the higher quality 
urethane bladder and through-
hardened beam, the Express Rail 2000 
offers a uni-body design. While the 
single beam is through-hardened to 
28 to 32 RCS, the Express Rail 2000’s 
uni-body design costs less but is not 
as flexible if damage occurs. Because 
of the uni-body design, damage can 
lead to replacement of the entire unit.

Safety and controls
Key to ensuring safe operations with 
a hydraulic clamping system is the 
use of safety tangs. Many older and 
planer-machined punches don’t 
feature safety tangs, which can lead 
to safety issues on the brake. Without 
a tang, punches can fall out of the 

system when unclamping or during 
a power outage, which puts the 
operator at risk for injury and the 
machine at risk for damage. 

Safety tangs come in many forms and 
can be retrofitted to most punches 
used in a hydraulic clamping system. 
Designed as small hooks or tabs, 
safety tangs can also be created as 
buttons that allow the tang to retract.

Retrofitting existing punches or 
purchasing those already equipped 
with safety tangs is an important 
consideration for maintaining safety 
on the shop floor. Most precision 
tooling has a safety hook built 
into the style of tooling as modern 
clamping systems are designed  
for precision.

Many clamping designs powered by 
hydraulics or air incorporate a groove 
in the tang of the tool to act as a way 
to secure the tool in the brake and, 
in the case of punches, seat the tool 
in the brake. Seating the tool during 
the clamping process saves a step 
in the setup, as the brake is ready to 
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bend. Without the seating groove, 
an additional step may be needed to 
seat the tooling prior to bending.  

Power to the clamp
When implementing a new hydraulic 
clamping system, fabricators must 
choose to use a standalone pump 
to control the system or integrate 
the clamping system into the 
press brake controls and hydraulic 
source. Most commonly, when 
retrofitting an existing press brake 
with a modern clamping system, an 
external hydraulic supply is added 
to the press brake. If the machine 
is being purchased new, however, 
it’s recommended to work with the 
machine manufacturer to integrate 
the machine control and hydraulics 
with the clamping system prior to the 
machine shipping from the factory.

Should there be a loss of power to 
the hydraulic clamping system, it will 
hold onto the punches if the power 
source features a one-way valve. In 
power setups that do not include 
a one-way valve, when the power 
source fails and there is a loss of 

The uni-body design 
of the Express Rail 
2000 gives fabricators 
increased durability.

Comparing the technical features of the Express Rail and Express Rail 2000.

Time-consuming setups are often a major 

cause of downtime for fabricators, which 

was especially true before the advent of 

the first hydraulic clamping systems.

Upper and Lower Clamping Express Rail Express Rail 2000

Upper Clamping Only

Lower Clamping Only

Nearest you can clamp a tool to end of the beam

Beam construction

21.2mm

30mm

Sectionalized

.500” (12.7mm) .500” (12.7mm)

Yes - modular

Nitrex 70 RCS

+/- .0004”

Yes

Yes

Yes

Yes

Yes

Yes

Yes

Yes

Yes

Yes

+/- .0008”

28-32 RCS

No - one piece

One piece

42.5mm

30mm

Replaceable beam sections

Hardened bodies

Hydraulically actuated with urethane blader

Wireless pendant

Self seats and clamps ‘G’ (Groove) style tooling

Clamps ‘non-groove’ tooling

Narrowest tool in section will clamp

30o  bend clearance - front only

Bend clearance

Precision spec
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Safety tangs should always be used 

when operating a hydraulic clamping 

system for operator safety.

hydraulic fluid to the system, punches 
could fall as a result of the system 
unclamping. 

Allowing punches to fall out of the 
clamps could cause serious press 
brake and tooling damage and risk 
operator injury. Of course, safety 
tangs would prevent the punches 
from falling during potential loss-of-
power situations. Safety tangs should 
always be used when operating 
a hydraulic clamping system for 
operator safety.

Maximizing time and labor
Seeing a return on investment is 
crucial for any major purchase. To 
achieve a quicker ROI, a valuable 
benefit of hydraulic clamping systems 
is reduced setup time. A quick-
clamping system brings fabricators 
greater time and labor savings, 
which, in turn, increase operational 
efficiencies.

As well as changeover time, 
fabricators can garner even greater 
long-run cost savings by choosing a 
modular hydraulic clamping system 

that is made of a quality material. Even 
though the higher initial cost may be 
a harder hit to the budget upfront, 
the modular systems can save ample 
amounts of time down the road. 
Because the modular beam delivers 
a higher durability, the beams will 
last longer. And, when they require 
repairs or replacement, the modular 
sections deliver more cost-effective 
maintenance when compared to 
replacing a uni-body beam.

With numerous hydraulic clamping 
systems available, fabricators can assess 
their existing press brakes and setup 
requirements to determine the best 
solution for their production goals 
and budgets. From simple retrofits to 
add safety tangs to straight-tanged 
punch tools or investing in a fully 
modular hydraulic clamping system, 
greater efficiencies can be achieved. 
And greater efficiencies mean leaner 
practices, more streamlined production, 
and more competitive prices and lead 
times.

WILSON TOOL INTERNATIONAL
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Advanced safety and 
performance technology makes 
its way into the press brake 
retrofit market

Press for 
safety

// by Paul Sertis, customer solutions 
manager, Laser Safe Pty. Ltd. //



I t is a common misconception 
that to make a press brake safe, 
it is also necessary to accept a 
certain level of compromise and 

reduction in machine functionality, 
productivity and performance. 
While this may have been the case 
with many of the safety products 
and solutions available for press 
brakes in the past, and still today to 
a certain degree, it’s important to 
set the record straight: Sacrifices in 
productivity don’t have to be made 
to keep employees safe.

Just ask anyone at the major press 
brake OEMs. They will all agree that 
it’s possible to realize the benefits 
of enhanced machine safety while 
also keeping performance and 
productivity at peak levels. They’ll 
also agree that safety paired with 
productivity happens through 
the use of advanced optical safety 
and control technologies. In the 
past, these technologies were 
only available to press brake 
manufacturers, but today, they’re 
available to the retrofit market,  
as well. 

At attention 
To address the needs of the retrofit 
market, the Sentinel Plus guarding 
system sets an industry benchmark 
for safety and performance through 
advanced optical processing 
technology. While laser-based 
guarding systems are not new to  
the U.S. retrofit market, the  
Sentinel Plus relies on the latest 
technology available. 

This includes a larger block laser field 
that is projected along the length 
of the upper tooling and processed 
by a high-speed camera receiver 
with an integrated image processor. 
A user-friendly graphical interface 
magnetically fixed to the front of 
the press brake makes setup, mode 
selection and operation simple.

When a new punch is installed on 
a press brake, the operator simply 
presses the tool align button on the 
front of the camera receiver unit. 
From there, the camera automatically 
scans the punch to determine the 
tool profile and locate the punch tip, 

The Sentinel Plus guarding system delivers the most advanced optical 
protection available for press brake retrofit applications. 

dynamically adjusting the position 
of the protective zone relative to the 
punch tip. This simplifies the setup 
process and ensures the protective 
zone is always set for the correct 
and optimal operation. The addition 
of BendShield technology means 
that the protective zone envelops 
the punch tip to provide a complete 
protective shield below and above 
the tool tip for extra protection. With 

its 2-mm resolution, the system 
can detect objects that enter the 
protective zone from any angle.

The system also works with non-V 
tooling through a dedicated “special 
tools” mode. This mode scans the 
upper tool and dynamically adjusts 
the size and shape of the protective 
zone according to the type and size 
of the tool. For example, radius and 
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flattening tools with different profiles 
will result in different protective 
configurations.

Traditional approach
A common performance-related 
issue with many traditional retrofit 
laser-based guarding systems is 
that the machine speed-change 
point is determined by the 
machine’s stopping performance. 
With traditional systems, the laser 
sensing field needs to be positioned 
at a sufficient distance below the 
punch tip to allow for any distance 
the machine over travels when a 
stop command is issued. Traditional 
systems also have a fixed muting 
point where the machine must 
transition from a fast closing speed 
to a safe speed prior to the sensing 
field contacting the material. 

Therefore, the actual speed-change 
point ends up being determined 
by the sensing field position below 
the punch tip, which is directly 
affected by the machine’s stopping 
performance. The greater the over 
travel, the higher the speed-change 

point. Depending on the type of 
guarding system and the machine 
stopping performance, the speed-
change point can be as high as  
23 mm or about 1 in. 

This can result in more than two 
additional seconds of slow speed 
travel per cycle. Initially this may  
not sound like much, but when 
added up over hundreds or 
thousands of machine cycles, 
production times can increase by 
several hours per week.

Rapid approach
Where Sentinel Plus provides a 
significant advantage is through 
its unique RapidBend Plus 
performance technology, which 
employs a patented progressive 
muting process, enabling the press 
brake to close safely at high speed 
until the punch is just 2 mm above 
the material, irrespective of the 
machine overrun distance. The active 
protective zone is progressively 
muted within the camera receiver 
software and reduces in vertical size 
as it approaches the material surface. 

A large-area block laser envelops the upper tool to provide a complete 
protective shield.

It’s important to set the record straight: 
Sacrifices in productivity don’t have to be made 
to keep employees safe.
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This, coupled with dynamic overrun 
monitoring, maintains optical 
protection right down to the material 
surface and effectively eliminates the 
excessively slow travel imposed by 
traditional systems. RapidBend Plus 
can save operators up to two or  
more seconds per bending cycle on 
most press brakes, especially high-
end performance machines. Savings 
in time and operating costs are 
quickly realized.

Another advantage of RapidBend 
Plus is that it enables higher machine 
productivity for flat and box profile 
parts. When forming box profile parts 
with side flanges, there are two box 
bending modes. These modes enable 
a portion of the protective zone to 
be temporarily blanked, allowing the 
machine to close at a high speed and 
then transition to forming speed at  
2 mm. Protection at a 2-mm opening 
is well within the required closed 
tools opening of 6 mm.  

Safety standards
When it comes to safety, nothing can 
be compromised. The current ANSI 

B11.3-2012 press brake standard 
places stringent requirements on 
laser-based guarding systems, 
including the automatic monitoring 
of machine overrun and safe speed.

Sentinel Plus systems include 
advanced AutoSense technology that 
exceeds the minimum monitoring 
requirements of the B11.3 standard 
by providing additional real-time 
monitoring of the overall press brake 
process. The system can detect 
failures of the machine control and 
hydraulic systems that could result in 
unexpected movement or operation 
that may lead to injury. 

Unlike most laser-based guarding 
systems where the B11.3 mandated 
automatic monitoring is an optional 
extra or must be provided through 
third-party devices, Sentinel Plus 
systems include AutoSense as 
standard.

Light curtains continue to be a 
common method of safeguarding 
a press brake in the United States, 
primarily due to operator familiarity 

Camera receiver with integrated image processor and automatic 
tool align feature.

The Sentinel Plus interface includes a magnetic backing allowing it to be 
placed anywhere on the front of the press brake.
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in costly tool damage and potential 
operator injury. 

In addition to safety concerns, light 
curtains also require higher levels of 
maintenance compared to Sentinel 
Plus. Periodic safety inspections 
and stop time testing are needed to 
maintain continual safe operation. 
Conversely, the AutoSense technology 
ensures the press brake is always safe 
to operate without the need for any 
periodic or manual inspection. 

Furthermore, without any automatic 
mute-point management, position 
monitoring or collision avoidance 
technology, press brakes with light 
curtains are typically configured 
with a higher muting and speed-
change point of 1/4 in. (6 mm). 
Sentinel Plus enables a lower speed-
change point and, in combination 
with other operating efficiencies and 
performance advantages, represents 
a significantly better long term 
investment.

Of course, there are still some machine 
applications or tooling setups where 

light curtains are still applicable and 
this is where Sentinel Plus offers 
users flexibility. It can be installed 
together with a third-party light 
curtain and the user can select 
which system to activate for a 
specific bend job. 

The advantage in these scenarios 
is that Sentinel Plus will manage 
the light curtain mute-point 
setup through material position 
monitoring. Also, based on the 
configured light curtain parameters 
and safety distance, Sentinel Plus 
monitors the machine stopping 
performance automatically with the 
stop time displayed on the interface 
in real time.

Sentinel Plus can be retrofitted to 
most existing makes and models 
of press brakes. Custom interface 
packages can also be developed 
for certain machines that are 
challenging to retrofit.

A common performance-related issue 
with many traditional retrofit laser-based 
guarding systems is that the machine speed-
change point is determined by the machine’s 
stopping performance.

and perceived lower initial cost. 
However, light curtains can be 
restrictive, are less productive, provide 
an overall lower level of safety and, 
over the long term, end up costing 
more than their initial outlay in terms 
of reduced production capacity and 
increased operating costs. 

Light curtains also restrict an 
operator’s access to the machine 
working area whereas Sentinel 
Plus enables unrestricted access by 
enabling safe high-speed operation 
of the press brake. This differentiator 
is especially useful when handling 
smaller workpieces. 

With Sentinel Plus, the operator can 
safely handle parts within 20 mm 
of the point of operation while the 
machine is in high-speed operation. 
Additionally, operator movements are 
minimized. With a light curtain, the 
operator must continually step in and 
out of the protected area. 

BendShield adds another level of 
safety not possible with light curtains 
by protecting against high-speed 
tool and material collisions should 
the operator make an incorrect setup. 
The technology also increases safety 
as it can detect any static objects left 
on the die that could otherwise result 

LASER SAFE PTY. LTD.
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COE announces director of 
operations 
Coe Press Equipment named David 
Share director of operations. Share 
will be responsible for overseeing 
everyday processes and activity for the 
manufacturing department, as well as 
developing new directives for growth. He 
has held a variety of executive positions 
within the manufacturing sector for 
various companies, including serving 
as president of Avon Gear for seven 
years. Since starting his career in 1991, 
he has a proven history in streamlining 
operations and increasing revenue.

BLM appoints regional 
sales manager 
BLM Group USA appointed Russell Clark 
regional sales manager – Mid Atlantic. 
In this new role, Clark will direct sales 
efforts in Kentucky, North Carolina, 
Tennessee and West Virginia for the 
company’s line of laser tube cutting 
systems, benders and machining 
equipment. His background includes 
more than 25 years of CAD/CAM 
programming experience. Prior to 
joining BLM, Clark was most recently a 
sales engineer at LVD Strippit.

Salvagini panel bender 
turns 40 
Salvagnini is celebrating the 40th 
anniversary of its first patent for its P4 
panel bender. The Salvagnini P4 brought 
flexibility and automation to the bending 
process using a single bending tool, a pair 
of counter blades, a sheet manipulator and 
a mechanical programmer to orchestrate 
sheet and bending movements. The 
original P4 machine has grown into a broad 
family of panel benders to accommodate a 
multitude of application needs. 

|   INDUSTRY NEWS

Dallas Industries appoints 
plant manager  
Dallas Industries appointed Warren 
Hawley plant manager of its Troy, 
Mich., facility. Hawley has more than 25 
years’ experience in coil handling and 
press feed equipment manufacturing. 
“The addition of Warren to our team 
will ensure that our production and 
manufacturing facility will run at peak 
performance. In fact, Warren worked 
at Dallas back in the late 1990s and 
we’re glad he came home,” said Dallas 
Industries CEO Willie Chacko.
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Mazak announces 
promotion  
Mazak Optonics Corp. promoted Mark 
Mercurio from applications manager 
to Midwest-central regional sales 
manager. Mercurio has more than 20 
years of experience at the company 
working in service, applications and 
now sales. He will be responsible for 
the Midwest central territory that 
includes Illinois, Iowa, Nebraska and 
St. Louis. Known in the fabrication 
industry as a laser technology 
expert, Mercurio is also a member 
of the Fabricator & Manufacturers 
Association’s Laser Council.

Rockford Systems offers 
Selfie for Safety  
Rockford Systems LLC launched its 
Selfie for Safety campaign to help raise 
student awareness of the importance of 
machine safeguarding and fund safety 
equipment upgrades in the machine 
shops of several high schools in 
Rockford, Ill. The campaign encourages 
anyone who uses machinery and values 
safety to submit a “selfie” of themselves 
standing next to their favorite machine. 
For every image it receives, Rockford 
Systems will donate money toward 
the purchase and installation of safety 
equipment to the schools. For more 
information, visit www.rockfordsystems.
com/selfieforsafety.

Scotchman’s ironworker 
contest for school  
Scotchman Industries Inc. is celebrating 
its 50th anniversary by inspiring the 
next generation of metal fabricators by 
gifting a new 50515-EC ironworker to a 
school shop class. Scotchman customers 
can enter their names into a drawing for 
a $1,000 Scotchman tooling credit. The 
winner of the drawing will also get the 
chance to decide which school will win 
the ironworker. For more information 
on how to enter, contact Scotchman at 
info@scotchman.com.

Robotics boasts strongest 
Q1 on record   
North American robotics companies 
posted the strongest ever first-quarter 
results, according to the Robotic 
Industries Association (RIA). A total of 
9,773 robots valued at approximately 
$516 million were ordered from North 
American robotics companies during 
the first quarter of 2017, representing a 
growth of 32 percent in units over the 
same period in 2016, which held the 
previous record. A total of 8,824 robots 
valued at $494 million shipped to 
North American customers in the 2017 
opening quarter, representing a growth 
of 24 percent in units and five percent in 
dollars over the same period in 2016.

2017 FMA/CNA safety 
awards   
The Fabricators & Manufacturers 
Association (FMA) and CNA announced 
the recipients of the 2017 Safety Award 
of Honor. Open to all FMA and Tube 
& Pipe International (TPA) company 
members, the awards program 
recognizes metal fabrication companies 
that have an ongoing commitment to 
excellence in safety. Award winners are 
determined by the FMA Safety Council 
and the awards are sponsored by CNA. 
The awards are presented to companies 
having no recordable injuries or 
illnesses for 2016.
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Operation Next to prepare 
future veterans 
Lightweight Innovations for Tomorrow
(LIFT), in partnership with the National 
Institute for Metalworking Skills (NIMS), 
Amatrol and the Gene Haas Foundation, 
launched Operation Next, a model for 
equipping departing military personnel 
with the skills and credentials needed 
for the most in-demand advanced 
manufacturing civilian careers in the 
United States. The national model 
provides high-level technical training 
to separating soldiers while they are 
still on active duty, moving them from 
deployment to career in the shortest 
time possible and connecting them to 
open jobs in precision machining and 
industrial technology.

Comau named GM Supplier 
of the Year
Comau is a GM Innovation Award 
winner. The General Motor’s award 
recognizes the top suppliers among 
thousands of global contenders. 
Comau was named one of eight 2016 
Innovation Award winners for creating 
a flexible robotic body assembly 
framing system for preproduction 
operations, based on the use of 
Comau’s standard products that have 
been adapted by GM. The solution will 
allow preproduction vehicles to be 
more easily manufactured using similar 
tooling and processes as they would in 
actual operations, thereby improving 
future vehicle launch quality.

To Submit Press Releases, Send Them to Abbe Miller at amiller@techgenmedia.com

TCI Powder Coatings hires 
account manager 
TCI Powder Coatings announced 
Jeff Gorden as account manager 
for its Illinois territory. Gorden has 
more than 25 years’ experience in 
account management and business 
development in the industrial coatings 
segment. Prior to joining TCI, he was a 
key account executive with PPG. He also 
held positions with Spraylat and Rohm 
& Haas/Morton. 

ATI Industrial Automation 
expands operations
ATI Industrial Automation recently broke 
ground on the expansion of its corporate 
and manufacturing headquarters in 
Apex, N.C., increasing the facility size 
to 185,000 sq. ft. For ATI customers, the 
expansion means quicker turnaround of 
new designs and increased production 
capacities to keep lead times short. 
The expansion gives way to a new 
engineering and robotic lab for creative 
development of superior end effectors. 
ATI also has business offices in Michigan, 
China, Mexico and Brazil.

Rhodius acquires Sundisc 
Abrasives, names VP of 
sales
Rhodius USA acquired the Rhodius-
branded business of former exclusive 
importer Sundisc Abrasives, comprising 
the customer base, agent network 
and sales team. The acquisition will 
allow more effective and extensive 
distribution and support of Rhodius 
industrial abrasive products across the 
United States, systematically expanding 
group market share. Also, Rhodius USA 
appointed Mark Linn as vice president, 
sales and marketing. Linn culminated 
his 28-year career with Metabo by 
transferring to Sundisc Abrasives in 
mid-2015, where he expanded the 
original sales team of four to 43.
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Dengensha’s lightweight gun 
Dengensha America Corp.’s High Force 
Lightweight Reduction Gear X-Gun is 
good for high-strength steel applications. 
With its new high-torque reduction gear, 
it is capable of an electrode force ranging 
from 4.8 kN to 7 kN. The lightweight design 
integrates a new structure and a gun arm 
made from aluminum for a total weight 
from 90 kg to 97 kg. The gun can operate 
seamlessly with Dengensha’s heavy-
duty lightweight MFDC transformer. It is 
compatible with Fanuc, Nachi, Yaskawa, 
Kawasaki, Kuka and ABB robots with a  
small footprint.

Fanuc introduces robot 
controller 
Fanuc America Corp. offers the R-30iB 
Plus robot controller that features a 
new iPendant with enhanced screen 
resolution and processing capability. The 
user interface has an icon-based screen 
which provides a familiar and easy-to-use 
experience with intuitive guides for setup 
and programming. It also includes tutorials 
from the main home page, which has a 
design common to Fanuc CNCs, enabling 
easier use of robots. With the help of the 
programming guide, first-time robot users 
can create a program for a simple handling 
task and execute it in 30 minutes. 

Coherent Rofin’s new 1-kW 
fiber laser  
Coherent Rofin introduced the FP 010 
1-kW pulsed fiber laser for a variety 
of industrial and solar applications. 
The laser provides maximum pulse 
energy of 100 mJ, at pulse widths 
between 10 ns and 100 ns, and with 
repetition rates from 10 kHz to 30 kHz. 
A beam parameter product of less than 
24 mm x mrad enables power to be 
concentrated into small focused spot 
sizes. This means achieving a high-
power focused spot at a given distance 
over other pulsed fiber lasers, or the 
same spot size but at a longer working 
distance or over a larger scanning field.

Hypertherm adds nesting 
software features 
Hypertherm Inc. announced updates to 
its ProNest advanced CAD/CAM nesting 
software for automated cutting. ProNest 
2017 v12.1 contains more than a dozen 
new features, including common line 
cut sequencing, ERP integration and 
machine interface modules. Dynamic 
Align allows users to create a connected 
column or row of rectangular parts, 
aligned on one side. Aligned parts can 
be connected with a common line or 
bridge, then quickly bumped together 
manually on the nest into dynamic align 
columns or rows.

|    NEW PRODUCTS
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Walter Surface offers anti-spatter product 
Walter Surface Technologies Inc. launched E-Weld Plasma, a ceramic, water-based 
anti-spatter solution. It offers long-lasting protection, even under extreme heat, 
by inhibiting the adherence of slag. The product is applied to plasma and laser 
cutting tables with an ergonomic arm-mounted applicator. Users can coat areas 
as large as 500 sq. ft. The product is applied in minutes by painting or spraying 
and dries quickly. It can also be applied to surrounding equipment that is exposed 
to weld spatter or slag.

Yaskawa Motoman 
introduces high-speed 
robots 
Yaskawa Motoman’s new GP-series 
robots for high-speed assembly and 
handling applications are available in 
three models, the GP7, GP8 and GP12. 
The robots offer improved acceleration/
deceleration control for all robot positions. 
The small footprint and slim arm allow for 
minimum installation space and minimize 
interference with peripheral devices. This 
enables the robots to be placed in close 
proximity to workpieces and other robots. 
The GP7 and GP8 robots are for high-
volume assembly, handling and packaging 
processes. The GP12 robot offers a 12-kg 
payload capacity.

RMI’s new all-in-one 
compact laser  
RMI Laser LLC introduced the UM-2 
compact laser. Based on UM-1 technology, 
the new laser is an all-in-one system 
that is almost ready out of the box; users 
can begin marking in approximately 1 
hour. The laser is good for small-scale 
production of high quality marks on small 
metal pieces, but can be used for higher 
volume applications depending on the 
marking type and substrate. It can be 
placed on a table top and the protective 
glass enclosure option enables easy 
visibility of marking. 
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How it works: 

• We provide you with open and click 
through rates. 
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as a trusted source for manufacturing 
information  
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For counts and selection 
options
Alan Berg
e: aberg@techgenmedia.com
p:732.995.6072

CUSTOMIZE based on your selection criteria 

DELIVER your message to 
future customers 

TRACK open and click-through rates

Victor launches new gas 
regulators 
Victor, an ESAB brand, introduced Edge 
2.0 heavy-duty, high-capacity single-stage 
cylinder regulators. The regulators are 
available for all common gases, including 
acetylene, propane, oxygen, air, hydrogen, 
carbon dioxide and inert gases. They 
feature a 2 ½-in.-dia. delivery gauge and 
use a high-contrast, color-coded gauge 
face that is easy to read. The cylinder 
pressure gauge is smaller and offset to 
create a difference in depth perception. 
Even from a distance, operators can tell 
if they have sufficient cylinder contents 
and if delivery pressure is within safe and 
acceptable ranges.

LIA releases new guide 
Laser Institute of America (LIA) released the 
LIA Guide to High Power Laser Cutting. The 
guide covers all aspects of CO2 and fiber 
laser cutting, including basic principles, 
cutting speeds and cut quality. Readers 
will gain a more in-depth understanding 
of the science behind laser cutting. Written 
by a team of specialists, including Drs. 
John Powell and Dirk Petring, the 136-
page guide touches on all features of laser 
cutting. Specific highlights include physics 
of laser cutting and design and mechanics 
of a laser cutting machine. 
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SWIFT UPPERCUTS
Tackling tubular material, handling 
holesaws and managing miter cuts
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SWIFT UPPERCUTS
Fabricators can extend blade life when processing hollow tubes with the help of an upcut bandsaw

by Jimmy Myers, senior editor



S awing tubes is not without 
its challenges. Unlike the 
contact a blade makes with 
solid stock, as a blade makes 

its way into the hollow portion of 
the tube, the transition from solid to 
hollow can have damaging effects on 
the blade’s teeth. Furthermore, blades 
can become pinched and damaged, 
and vibration can lead to inaccurate 
cuts on bundled material.

Probably one of the more critical 
aspects of cutting tube stock is in 
regard to the chips that settle in 
the tube as the blade makes its way 
through the material. When the 
teeth chomp into the nest of chips, 
the effects are often damaging, 
drastically reducing blade life. This 
equates to more downtime and 
more money spent on blades, not 
to mention damaged stock that 
becomes scrap.

BRINGING IN THE UPCUT
Kasto, a German-based metalcutting 
saw manufacturer, introduced its 
KastoWin line of bandsaws in 2014. 

“With this new process, you begin with an 
empty tube, but chips don’t accumulate 
because you’re sawing from the bottom up. 
It increases blade life significantly.” 
Sönke Krebber, manager of strategic advanced development, Kasto

With the latest addition, the KastoWin 
tube A 5.0, the company offers a  
saw designed for effectively cutting 
tubular material.

The A 5.0 cuts from the bottom up, 
which means there are considerably 
less chips gathering inside the tube 
compared to saws that cut from the 
top down. Designing the upcut saw 
was a challenge, especially in keeping 
the footprint of the machine relatively 
small and in configuring how the 
coolant would be applied to cool the 
blade. But, according to Sönke Krebber, 
manager of strategic advanced 
development at Kasto and a member 
of the owner family, it was definitely 
worth the effort.

“When sawing with a carbide-tipped 
blade, for instance, in the traditional 
way,” Krebber says, “and you come 
into this chip nest, the carbide tips 
will be ruined. With this new process, 
you begin with an empty tube, but 
chips don’t accumulate because 
you’re sawing from the bottom up. It 
increases blade life significantly.”

The amount of cuts a fabricator can get out of each blade depends on how 
it’s being used and what material it’s cutting, but it can range from twice as 
many to 10 times as many cuts per blade with the A 5.0.

Productivity improvement advantages include:

• A modular system design that offers a customized approach to specific 
applications

• Quick and easy programming through a color touchscreen interface

• Automated band guide arm adjustment

• Incremental feed for cutting batches of short pieces

• Fast motion via servodrive and ballscrew spindle for the material feed 
and the linear-guided saw frame
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Utilizing an “O” style frame, Kasto 
reduces the footprint of the 
KastoWin tube A 5.0 and allows for 
an upcut bandsaw design.

EXTENDING BLADE LIFE
The upcut saw is suitable for many 
applications, but Krebber says it’s of 
particular interest to customers in the 

oil and gas industry where fast cutting 
of difficult-to-cut materials is the norm. 
The cutting range is 10 mm (0.39 in.) to 
520 mm (20 in.), which also falls in line 
with the tube diameters used by the oil 
and gas sector. 

Kasto includes a frequency-controlled 
drive in the saw, which allows 
operators to cut a variety of materials 
without sacrificing blade life or the 

SP7June 2017

quality of cut. The cutting speed range 
is 12 m to 150 m per min.

“Different materials require different 
cutting speeds,” says Alexander Krapp, 
sales and engineering manager 
at Kasto. “With the KastoWin tube, 
we have a large range of infinite 
adjustable cutting speeds due to the 
powerful frequency-controlled sawing 
motor. Thus, stainless steel tubing at 

slow speeds and aluminum tubing at 
high speeds can be cut efficiently.”

Krapp says the A 5.0 was designed 
from the beginning to be able to use 
a carbide tipped blade with a result of 
maximum possible blade life. 
 
“One of the most important features 
for this is the ‘both-side blade 
clearance’ after the cut,” he says, “which 

http://hubs.ly/H07tVjf0
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avoids scratching and damaging the 
sensitive carbide teeth when taking 
the blade back.” 

There are also the intelligent 
control and software features that 
assist in making sure the blade life 
is extensive. SmartControl is the 
company’s control interface that 
uses symbols instead of text, which 
makes controlling the saw quite 
easy, even for the novice operator. 
This can reduce operator error that 
leads to miscuts and issues that 
compromise blade life. 

The software behind it all is 
KastoRespond, which was developed 
specifically for the KastoWin series. It 
continuously records what happens 
while the saw is in operation, 
including the forces on the tool, 
without using any additional and 
often error-prone sensor systems.

“It intelligently converts information 
into the optimal digital feed rate,” 
Krapp says. “Thick-walled and thin-
walled material, constantly changing 
contact lengths in round material as 
well as hard spots in the 

KastoWin tube’s 
machine base 
provides a solid 
foundation with 
its  heavy-duty 
distortion-
free welded 
construction.

http://www.hemsaw.com/fabshop
http://www.hemsaw.com/fabshop


a more moderate feed rate. As the 
blade emerges from the surface and 
into the sides of the material, the 
system reduces cutting force while the 
controller increases the feed rate to the 
highest-performing value.
 
The zero-play linear guide and 
ballscrew spindle drive improve 
accuracy of the guiding and 
positioning system. This works in 
concert with KastoRespond, which 
the company says is nearly free of 
maintenance requirements and 
provides continuous accuracy for a 
long time.

CHIP REMOVAL AND 
ACCESSORIES
Another important design element of 
the A 5.0 is the patented chip removal 
brush. It’s set up at an optimal angle to 
the blade and is self-adjusted. 

“One of the biggest issues that 
destroys blades is taking the chips with 
the blade through the material again,” 
Krapp says. “Our chip brush is designed 
in a way that the blade is free of chips 
after coming out of the cutting gap.”

Workholding for round material can 
also be a challenge, but customers can 
employ a hydraulic clamping system 
that prevents material from slipping, 
providing durable and stable clamping 
during the cutting process.

SP9June 2017

material are recognized in real time 
by the system, and the feed rate is 
smartly adapted, automatically and 
accordingly.”

When SmartControl and 
KastoRespond are paired with 
the accuracy of the KastoWin’s 
guiding and positioning system, the 
customer gets the “most accurate, 
fast and efficient bandsawing.” Krapp 
says that the operator can also use 
the interface to edit and lock in 

recurring sawing orders for quick access 
to frequent cuts. 

When the application calls for a thin-
walled material, such as square tubing, 
a large number of teeth are in contact 
with the material, which can result in 
the blade becoming overloaded as 
the spaces between the teeth become 
filled with material. In a situation like 
this, KastoRespond reacts within a 
fraction of a second, reducing the in-
feed so the tool advances slowly with 

•	 Cut	round	pipe	&	tube
•	 Fast	rotary	cut-off	method	
•	 Clean	cut-minimal	burr
•	 Simple,	easy	set-up
•	 No	messy	chips–	

No	wasted		
material	

•	 1/4"–12"		
capacity		
range

•	 No	coolant		
required	

•	 Up	to	900	cuts		
per	hour

•	 Auto	feed		
available		

•	 Ask	about	blades		
for	your	Amada,			
Rabbit,	or	Hautu	machine

800-264-5950 or 630-543-5950
teri@continentalcutoff.com

www.continentalcutoff.com

we make the cut

http://www.continentalcutoff.com/
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KASTO

Unlike saws that cut from the top down (pictured), the KastoWin tube 
utilizes an upcut design that reduces wear on saw blades caused by chips 
that nest in the tube.
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The KastoWin tube A 5.0 comes standard 
with the software and control interface. 
The chip removal brush, hydraulic saw 
blade tension, horizontal vise, clamping 
system, material clearance stroke 
system and continuous machine roller 
conveyor are also standard. 

Optional add-ons for the A 5.0 include 
automatic material moving, a sorting 
system, chip conveyors, cooling/
heating packages and marking 
systems.

No matter which, if any, add-ons 
customers choose, there are wide-
ranging features of the A 5.0 that 
benefit all customers. These include 
a machine base with heavy-duty, 
distortion-free welded construction; a 
machine enclosure that adheres to the 
latest CE criteria; linear guides, each 
one with two guide carriages on one 
guide rail; an extremely quiet running 
machine without vibration; and lateral 
guiding by hydraulically pretensioned 
carbide slideways.

http://www.kasto.com/us/home.html


THE HOLE 
STORY

Understanding bimetal holesaws and their 
features and failure modes

by Sekhar Rakurty, product 
development engineer,  
The M. K. Morse Co.

As the name suggests, a 
holesaw is a power tool 
accessory used to make 
annular cuts. To make the 

cuts, holesaws have a saw tooth on 
one end of a cylindrical, cup-shaped 
body and are generally made out of 
a bandsaw blade to cut a variety of 
materials. They’re also distinguishable 
based on what tooth edge material 
is used, including carbon, bimetal 
(featuring a high-speed steel cutting 
edge with low-alloy steel as the backer), 



carbide-tipped (tungsten carbide), 
diamond grit and carbide grit.

AMPLE APPLICATIONS
Determining the right tooth edge 
material for the application is half the 
battle when it comes to overall holesaw 
performance. In fact, one of the leading 
causes for lower tool life is choosing 
incorrect tooth edge material. 

In general, carbon holesaws are 
used in wood applications whereas 
bimetal holesaws are used to cut 
general-purpose metals, wood and 
plastics. Carbide-tipped, carbide grit 
and diamond grit holesaws are well-
suited for handling difficult-to-cut 
materials, such as fiberglass, ceramics 
and stainless steel. The most commonly 
used holesaws, however, have a bimetal 
cutting edge because of the variety of 
materials they can cut at a lower cost. 

Typically, bimetal holesaws are made 
by welding a tool steel edge wire to a 
low-alloy steel, which serves as a backer. 
However, when the cutting edge wire is 
improperly welded to the steel backer, 
it can cause the holesaw to fail. In fact, 

runout (TIR) is essential for long tool 
life and ease of cut. For most holesaw 
manufacturers, TIRs are determined 
using the ASME (B94.54-1999) 
standard. Regarding the standard, 
it’s important to note that it does not 
recommend operators consider a 
holesaw as a precision tool.

TOOTH DESIGN
Along with the saw tooth edge 
material, the tooth design, such as the 
tooth spacing, tooth angles and 

Combined with an innovative side 
slot shape, the M.K. Morse tooth 
design offers easy slug removal.
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a substandard weld zone is the leading 
cause of premature tooth failure. If the 
weld zone failure is recurring, using a 
different tooth edge material, such as 
a carbide-tipped holesaw, might be a 
good option. 

Other considerations to keep in mind 
are the accessories that can be coupled 
with a holesaw. Generally, when 

holesaws are used with a pilot drill, 
operators can benefit from ease of 
use and longer tool life. A holesaw 
without a pilot drill can move laterally 
(creating larger kerf, a condition called 
“walking”) before engaging into the 
cut.  

When a holesaw is attached to an 
arbor (via a pilot drill bit), it can be 
used on a drill press or on a cordless 
or corded drill. In a holesaw-arbor 
combination, a lower total indicative 

Scotchman Industries offers a complete line of Metal Fabricating Solutions  •  Call Toll Free 1-800-843-8844 or Call Direct 605-859-2542  •  Website www.scotchman.com  •  Email  info@scotchman.com
AMERICA

,
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gullet design, can affect the cutting 
performance. In a typical holesaw 
design, side slots are used to remove 
slugs from the holesaw with relative 
success. Recent research conducted 
at the M. K. Morse R&D lab has shown 
that the tooth design plays a critical 
role in slug removal. 

To improve the cutting process, slug 
removal should be closely observed. 
In some applications, operators may 
notice that the cut time might be 
shorter than the slug removal time. 
In such situations, an operator should 
consider shifting to a holesaw with 
better slug removal system, such as 
one with M. K. Morse’s new patent-
pending tooth design. 

Combined with an innovative side slot 
shape, the M.K. Morse tooth design 
offers the easiest slug removal feature 
in the market. In fact, tooth design has 
a significant effect not just on the slug 
removal, but also on the ease of cut, 
tool life and cut surface finish. 

Another option to make slug removal 
easier is by not using a pilot drill. As 
mentioned earlier, the pilot drill is 
used to prevent the holesaw from 
walking. However, by not using the 
pilot drill, the large kerf (caused by 
walking) can be increased, which, 
thereby, reduces the slug diameter. A 
smaller or reduced slug diameter will 
make the slug removal process easier 
and quicker.

A good holesaw 
should be able to 

make an annular cut 
with ease while also 
delivering on quick 

slug removal.

https://usmetalworkingsourcebook.com/
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In some instances, cutting fluids can 
also improve the overall performance 
of a holesaw. A cutting fluid helps 
improve the cut finish and ease of 
slug removal while also giving the 
tool longer life and reducing vibration 
that can be harmful to an operator in 
the long run. A semisynthetic cutting 
fluid is recommended because it has 
the capability to reduce frictional 
resistance and temperature buildup. 

Selecting the correct cutting 
conditions (RPM and feed rate) 
is another essential approach 
for achieving better holesaw 
performance. If an operator 
experiences higher vibrations or 
harmonics while using a holesaw, 
it can be an indication of incorrect 
RPM and feed (plunge) rate. However, 
higher vibrations can also be due to 
improper tooth design. 

One way to reduce the vibration or 
harmonics is to reduce either the RPM 
or the feed rate. Also, the combination 
of the tooth design (angles and 
pitch) and the kerf variation will 
reduce the harmonics. The new M. K. 

Morse holesaw has been designed to 
optimize tool life and harmonics. Also, 
the patent-pending tooth design has 
been rigorously tested to prove that it 
has the best slug removal feature in the 
global marketplace.  
   
In summary, a good holesaw should 
be able to make an annular cut with 
ease while also delivering on quick slug 
removal. Holesaw accessories, such 
as the pilot drill bit and arbor, play an 
essential role in holesaw performance. 
Furthermore, cutting conditions and 
workholding can have a significant 
effect on everything from vibrations 
and harmonics to tool life and cut 
finish. 

Cutting conditions and workholding can 
have a significant effect on everything 
from vibrations and harmonics to tool life 
and cut finish. 
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Selecting the correct cutting conditions 
(RPM and feed rate) is another essential 
approach for achieving better holesaw 
performance.

MEETING EXPECTATIONS
In general, holesaw performance 
is evaluated based on the cut time, 
tool life, ease of slug removal and cut 
finish. Although holesaws shouldn’t 
be considered precision tools, 
often times, operators have high 
expectations. They expect a good cut 
finish and easy slug removal, which 
are influenced just as much by the 
type of material being cut as the tooth 
design. 

Typically, to meet cut finish 
expectations, reducing the feed 
(plunge) rate is a good option. 
Remember, however, that there are 
a few expections to this rule, such as 
cutting thin metal sheets. As many 
operators know, achieving a good 
cut finish while cutting thin sheets of 
metal is a challenge. Therefore, using a 
rigid workholding device, proper drill 
extension, and a relatively high feed 
and RPM are recommended.

http://www.mkmorse.com/


MITER MIGHT
Successful miter sawing is all about rigidity, accuracy and automation

by Jimmy Myers, senior editor



For fabricators and suppliers 
to fabricators, a substantial 
percentage of their sawing will 
require a miter saw. It’s bad 

enough to have to throw away parts 
due to minor sawing miscues, but being 
a fraction of a degree off in a cut on one 
part can throw off an entire assembly, 
leading to big losses in material, time 
and money. Mistakes made in cutting 
angles and lengths are common miter 
sawing errors that challenge many 
manufacturers, especially those that 
require tight tolerances. 

Behringer Saws Inc. manufactures high-
performance bandsawing machines 
and circular cold saws, including a 
series of HBP automatic miter saws. 
The company enables successful miter 
sawing via a solid machine foundation 
and an emphasis on automation and 
material handling that reduce the 
bottlenecks that can occur at the saw.

STURDY FOUNDATION 
It’s true that the best machine tools in 
each category, whether miter saws or 

These pieces show precision 
miter cutting with no gaps to 
ensure high accuracy.

horizontal or vertical bandsaws, offer 
a performance equal to their “price/
value proposition.” However, utilizing 
high-performance machines that have 
longer lifespans and make better cuts 
offers the lowest cost per quality cut 
and the lowest total cost of ownership. 
Behringer’s insistence on using 
castings rather than weldments in its 
saws is a good example.

Joe Suydam, who works inside sales 
and marketing at Behringer, says 
rigidity is something Behringer won’t 
compromise on when it engineers 
a saw. With its own state-of-the-art 
foundry on the Behringer property, 
every saw is made with a high 
percentage of cast iron in the frame.

Why cast iron? Accurate cuts require 
rigidity. Behringer goes this extra mile 
with cast iron because it dampens 
vibration.

Vibration can lead to a low-quality cut 
or require a secondary operation such 
as deburring before it can move to 
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the next operation, which is typically 
welding. Suydam says many saw 
manufacturers use steel weldments in 
their saw bases, which does nothing to 
dampen vibration.

“For consistency and rigidity, you have 
to start from the ground up,” Suydam 
says, “which is what Behringer has 
done for many years.”

ACCURACY IS KEY
Miter sawing has to be precise and 
parts have to come out of the miter 

saw ready for the next step in the 
production process. In other words, 
operators can’t compromise when it 
comes to precision miter sawing.

“A highly accurate, very rigid machine 
capable of eliminating secondary 
operations is the ultimate goal,” 
Suydam says.

Some of the most sophisticated 
saws on the market include material 
positioning systems, including feeding 
grippers, that offer accuracy to 



±0.005 in. With a focus on better head 
positioning, miter accuracy can be as 
tight as one-tenth of 1 degree. This 
ensures angle and length tolerance 
accuracy, and it’s what Behringer  
has engineered into the HBP miter  
saw series. 

Suydam says thanks to this accuracy, 
most everything that comes off 
the saw can go straight to a robotic 
welding system, which allows 
customers to skip a secondary step, 
such as double-checking miter 
accuracy. This is important because 
more fabricators are increasingly 
moving toward automated welding.

“The ability to achieve that small 
tolerance of one-tenth of 1 degree 
is one of the main capabilities that 
sets us apart from others,” Suydam 
says. “Factor that with the cast iron 
components of the saw and we are 
able to deliver speed, precision  
and durability.”

As an example of a tight miter 
tolerance requirement, a Behringer 

customer wanted to integrate 
automated laser welding into its build 
process. In order to efficiently utilize 
this automated welding process, it was 
critical that the components be held in 
tight contact along the weld area. The 
joint to be welded could have no gap 
between the components. Behringer 
was able to demonstrate through 
testing that its saws could generate an 
accurate miter consistently, and allow 
for the angled parts to be aligned 
tightly with no further work required.         

An additional challenge for the 
customer was that these were very 
thin metal tubes and, in order to 
assure tight tolerances, the material 
had to be firmly clamped in the saw. 
To prevent crushing the thin tubes, 
Behringer utilized a combination of 
reduced clamping pressure along with 
a set of form jaws, which prevented 
the hydraulic clamps from deforming 
the tube, thus generating an out-of-
tolerance miter. With this combination 
of sawing quality, accuracy and 
clamping, the customer was able to 
move the miter cut parts directly from 

PC-based controls make operation simple and 
straightforward.
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the saw to the automated weld 
process. 

To offer another example of why 
precision is so important, consider 
cutting a 6-in. square tube at 45 

degrees at both ends. When accuracy is 
off on both sides and the cut is actually 
made at 46 degrees at both ends, the 
part is now 0.42 in. too long, which 
exceeds most customers’ specifications 
and wastes material.



To eliminate out-of-tolerance miters, 
it’s important that the automation 
system calculate the actual width of 
material being cut and not just the 
nominal mill width. Even if the material 
is within the mill tolerance, it doesn’t 
mean that small variances won’t have 
a negative impact on the length of the 
cut part. Behringer’s PC controls and 
standard programming for material 
optimization calculation ensure that 
these variances (errors) do not occur.

PC CONTROL AND 
AUTOMATION
Through the utilization of today’s latest 
sawing technologies, fabricators can 
put to rest concerns about accurate, 
repeatable and efficient miter sawing. 
No longer do they have to rely on the 
operator’s ability to calculate, measure, 
align and position material in the 
appropriate configuration or order.

With a high-quality PC-controlled miter 
saw, the operator can literally select 
a job, which may even have been 
designed and loaded from an office 
remotely, put the proper material in the 

gripper and push start. The saw will find 
the leading edge, generate a trim cut if 
required and then process the job.

Ultimately, the ROI on new miter saw 
technology is generated in a number of 
ways. Perhaps, as in the example above, 
it’s by introducing a new process, or it 
can be as simple as scrap reduction and 
dramatic gains in speed and efficiency 
in processing orders.   

All but one model in the HBP miter 
series (the 310-403 G/A) come standard 
with a 3-m material handling feed 
gripper and a PC control module. 
The PC control is the brain of the 
automation in the HBP series. Operators 
can use it at the saw, or managers can 
use the PC control remotely to input 
all the data necessary to run as many 
different cuts as needed.

Miter angles, length, material grade, 
feeds and speeds – everything can be 
manipulated from the PC controller. 

“This is a big advantage because not all 
operators are fully knowledgeable 
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To eliminate out-of-tolerance miters, it’s 

important that the automation system 

calculate the actual width of material being 

cut and not just the nominal mill width.



BEHRINGER SAWS INC.
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about the feeds, speeds and blades 
required in sawing,” Suydam notes. 
“This takes operator error out of the 
equation, which leads to less scrap 
and better throughput.”

Using the PC controller, the operator 
can also optimize material handling. 
For instance, if the user is mitering 
parts for window or door frames, 
they can input the different sizes  
and angles to the saw, and once 
the cuts are made, the saw is 
programmed to drop the finished 
parts in specific bins via the material 
handling system.

“We have the capability to auto-miter 
and auto-feed circular cold saws as 
well,” Suydam says, adding that it is 
not uncommon to see bandsaws and 
circular saws used in the same shops. 

“There are numerous size ranges to 
accommodate user applications,” 
Suydam says of the HBP miter saw 
series, which range from the HBP 
263A/G with a round capacity of 10.2 
in. to the HBP 800/1004G/A with a 
round capacity of 31.8 in.

EASING BOTTLENECKS
To keep pace with throughput when 
saws are making faster, cleaner cuts, 
manufacturers have to factor in potential 
bottlenecks that can occur. To address 
this, material coming in and cut parts 
moving out of the saw may require 
material handling solutions, which 
Behringer can custom design and build 
for customers.

“One of the great advantages Behringer 
has over competitors is that we provide 
a lot of in-house material handling 
production solutions. We can add infeed 
magazines, pushers, tilt tables and many 
different features for any application,” 
Suydam continues. Customers’ many 
and varied applications, along with their 
expectations, have spawned expanded 
product lines and specialty equipment, 
such as material handling. 

“Productivity gains and throughput are 
paramount,” he adds. “Part of this process 
can include material handling and 
customized fabrication for accomplishing 
the customer’s goals.”

http://www.behringersaws.com/
https://usmetalworkingsourcebook.com/


INDUSTRY
NEWS

SIMONDS’ NEW BANDSAW 
BLADES 

HE&M INTRODUCES  
DUAL-COLUMN BANDSAW

Simonds Saw introduces Quad 7 carbide-tipped bandsaw blades for cutting 
applications including alloy and high chrome alloy, Inconel and other nickel-
based alloys, titanium block and plate, stainless steel and mold, tool and 
bearing steels. The blades feature a 
positive rake angle, four-tooth pattern 
that produces seven distinct chips. They 
are available in five widths: 3/4 in. by 
0.050 in., 1 1/2 in. by 0.050 in., 2 in. by 
0.062 in., 2 5/8 in. by 0.062 in. and 3 1/8 
in. by 0.062 in. and are shipped in  
150-ft. coils. 

HE&M Saw introduces the H220HA-DC-C dual-column, metalcutting, fully 
automatic bandsaw. The saw’s columns are constructed of structural tubes, 
creating a stout arm configuration. The guide arm slides on linear rails for 
better guide arm travel and stability.  The guide arm also travels with the 
adjustable side of the main vise so the saw operator doesn’t have to move 
it close to the material as the material size changes. Instead, the guide arm 
is moved automatically when the vise closes. The saw has a 22-in.-by-22-in. 
capacity and uses a 2-in. blade.
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SCOTCHMAN OFFERS  
SCALED-DOWN BANDSAW

TIGERSTOP’S NEW  
CROSS-CUTTING SAW 

Scotchman Industries Inc.’s SU-280G is a scaled-down but 
rugged metalcutting bandsaw that combines the cutting 
of a traditional bandsaw with the flexibility and accuracy 
of a cold saw. The bandsaw features a metered feed 
rate allowing for quick and easy cuts without operator 
assistance. It can cut through round material up to 8-in. 
in diameter and features a swing head with  
30 degrees (right) of mitering capability without 
material movement.

The new TigerSaw 1000 from TigerStop LLC is a fully automated cross-
cutting saw system that can handle single piece flow or pack and bundle 
processing. The saw comes with Dynamic Optimization software, which 
combined with the Crayon Defect Marking system, allows shops to use 
lower grade, less expensive material to achieve the same yield. Other 
features include an adjustable cutting envelope, baffles for improved air 
flow and pneumatic clamping. 

B&O SAWS ANNOUNCES EXPANSION
The Ionia County Economic Alliance (ICEA) announced Belding, Mich.-based 
B&O Saws Inc. is expanding in Ionia County, adding nearly 14,000 sq. ft. to 
its facility and three employees. B&O Saws manufactures high-precision 
metalsawing machinery for the aluminum extrusion, metal fabrication and 
service center industries. The company also designs and fabricates auxiliary 
equipment such as stock handling systems and chip collectors. ICEA worked 
with B&O Saws over a period of months to ensure the company had the 
resources and support it needed for the expansion.
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DOALL SHOWS SAWS AT 
EASTEC 2017  

NEW CIRCULAR SAW FROM 
MILWAUKEE

DoAll Sawing Products featured three metalcutting bandsaws at Eastec 
2017, held May 16 -18. According to the company, the saws provide 
versatile, efficient, economical and accurate sawing solutions for a variety 
of applications. Two machines exhibited for demonstrations at the trade 
show were the DS-400CNC general purpose dual swivel saw and the 400-S 
StructurAll bandsaw. The DS-400CNC is classified as a horizontal structural, 
scissor-style miter-cutting saw. The 400-S, also a horizontal scissor-style 
saw, features a 9-in.-high by 16-in.-wide capacity for rectangles and  
10 3/4-in. rounds. 

Milwaukee Tool’s M18 Fuel metalcutting circular saw features the company’s 
Powerstate brushless motor, RedLithium battery pack and Redlink Plus 
Intelligence. The brushless motor works by not becoming bogged down 
during applications, while completing cuts other 18V saws cannot. The 
cordless saw has the capacity to cut through a range of small-diameter 
metal. It features a lightweight housing and gearing system. Specifications 
include 3,900 rpm, 2 1/4-in. cut capacity (with 5 7/8-in. blade), 20-mm arbor 
size, 5 3/8-in. to 5 7/8-in. blade size and weight of 6.5 lbs.
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To Submit Press Releases, Send Them to Abbe Miller at amiller@techgenmedia.com

CONTROX OFFERS BLADES FOR 
HYDROMAT MACHINES
Controx-Neuhauser offers saw blades designed for use with Hydromat 
machines. Available in 166-mm and 250-mm dia., the cobalt steel blades 
feature an axial runout of = 0,1 mm/ 0.004 in. to assure a straight cut and 
minimize breakage. To accommodate a range of material sizes and types, 
the company stocks blade blanks which are then customized for particular 
applications. Fine, medium and coarse tooth pitch is available as well as PVD 
and CVD coatings.

PEDDINGHAUS’ NEXT-GEN 
DRILL/SAW COMBINATION
Peddinghaus engineers developed the Peddi XDM-630 multi-spindle 
drill/saw machine designed for 24-in. (600-mm) shapes. The machine 
can perform high-speed carbide drilling, miter sawing, 4-axis scribing, 
tapping, countersinking and milling (slot and cope) without any 
stops in production. Using PeddiMatic technology, one operator can 
monitor functions for loading, processing, offloading, trim cut and 
part removal for the entire system. This intelligent material handling 
works for any shop size. 
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Fabricators have a triple-barreled resource they can reach through FAB 
Shop Direct, or through our sister publications, Shop Floor Lasers and 
Welding Productivity. Together, we cover fabricating topics from different 
angles, each with a different focus, linked to give you more depth or a 
different take on the topics you see in one of the three. 

Follow the links below to see the latest coverage from our magazine group. 
More information is just a click away, no matter where you start:

Techgen Media’s Information for
Fabricators is Bigger than Fabshop

BEYOND THE TABLE: 
Productivity gains from software

DEBUNKING MYTHS: 
Truths in induction heating

HARMFUL HAZE:   
Risks of laser cutting fumes

TAKE CARE: 
Fiber laser maintenance

More Information is Just a Click Away!

http://weldingproductivity.com/issues/
http://www.shopfloorlasers.com/magazine-issues
http://magazine.shopfloorlasers.com/2017/apr/d/#page10
http://magazine.shopfloorlasers.com/2017/apr/d/#page23
http://techgenmedia.com/
http://magazine.weldingproductivity.com/2017/may/d/#page17
http://magazine.weldingproductivity.com/2017/may/d/#page46
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