
N O V E M B E R

2016

TUBE & PIPE   |  SAFETY  |  PRESS BRAKES

CLOUD SOLUTIONS

SAWING PRODUCTIVITY
SPECIAL SECTION



Amada America, Inc.
180 Amada Court

Schaumburg, IL 60173

www.amada.com/america
877-262-3287

The LC 2515 C1 AJ combines the force of a 22-ton turret punch press
with the flexibility of a 2kW fiber laser.  A 49-station MPT (Multi-Purpose
Turret) provides for unique forming and tapping features — further
enhancing productivity and reducing secondary operations.

Benefits of Amada’s Lean and Extremely Flexible
Manufacturing Solution: 

• Unmatched Efficiency (The LC 2515 C1 AJ enables L&T to punch, cut,
form and tap on a single machine. Combined processing, in addition to the ability
to nest punch and laser parts, has reduced setup and processing times by 85%). 

• Cost-Effective Production Regardless of Lot Size
(Many of L&T’s bending lot sizes consist of 20 parts or less. Previously, opera-
tors were spending up to 90% of their time on setup.  Today, manual setup and 
test pieces have been eliminated as the HG 1003 ATC provides automatic
and precise tool changes). 

• Reduced Lead Times and Increased Productivity 
(Seamless process integration of the C1 AJ, combined with the automated
features of the HG ATC, have significantly reduced L&T’s lead times. Additional 
benefits include: maximizing both productivity and flexibility, while reducing 
secondary operations and costs). 

Amada’s ATC (Automatic Tool
Changer) is equipped with 18
magazines for dies and 15 for

punches — providing the
flexibility to accommodate rush

jobs seamlessly and triple or
quadruple the number of
bending setups per day.

Founded in 1984, L&T Precision
Corporation began doing business in
a 1,500 sq. ft. shop with 4 employees. Today, staffed with over 100 employees,
L&T operates from a 48,687 sq. ft. facility in Poway, California serving a
wide range of industries including; aerospace, defense, medical, communi-
cation and commercial.  An ongoing commitment to exceed customers’
expectations is key to L&T’s growth — it’s also the reason for partnering
with Amada. L&T was searching for an innovative and integrated punch-
ing, laser cutting and bending solution — and, that’s precisely what
Amada provided. Included in Amada’s innovative solution is an LC 2515
C1 A J punch/fiber laser combination machine and an HG 1003 ATC 
hybrid-drive press brake that’s equipped with an Automatic Tool Changer.

Russell Nguyen, L&T’s President /CEO, reflects on the purchase:
“Amada’s punch/fiber laser technology and Automatic Tool Changer, allow us to cost-
effectively produce what our customers need, when they need it. The C1 AJ maintains
consistent accuracy through multiple processes while eliminating secondary operations. 
Its unique processing features reduced our tapping times by 95% and reduced the time
required for countersink operations by 90%. In addition, the HG ATC allows us to achieve
unprecedented productivity. What used to require 2 operators and 3 press brakes, is
now produced quicker and with greater accuracy by one operator and the HG ATC.”

Russell L. Nguyen, President/CEO of L&T Precision Corporation

“Amada’s C1 AJ and HG
ATC allow us to seamlessly
accommodate any job, 
anytime.”  

— Russell L. Nguyen, President/CEO 
L&T Precision Corporation

Ultimate
Flexibility.

C1 AJ Video

HG ATC Video

Booth C29037
Las Vegas, NV
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CONNECT WITH US!

November 16–18, 2016
Las Vegas, NV
fabtechexpo.com

FABTECH 2016 will provide the strategies and insight needed to hone  
your competitive edge for improved quality, productivity and profitability.  
Come to broaden your perspective and experience the future of 
manufacturing through live product demonstrations, top-notch  
education programs and networking opportunities. You’ll discover  
the tools for solving today’s challenges and sharpen your  
skills to take on tomorrow. 

Visit fabtechexpo.com for complete  
details. Register now!

http://www.amada.com/america/
http://www.fabtechexpo.com/
https://www.youtube.com/watch?v=YjtEVe6ZaYQ&feature=youtu.be
https://www.youtube.com/watch?v=0c_Oh2gAt8k&feature=youtu.be


|   EDITOR’S LETTER 

THE NEXT GENERATION

On May 20, 2015, David Letterman passed 
the late night torch to Stephen Colbert. That 
night, 13.76 million viewers tuned in to bid 
farewell to the longest-serving late night talk 
show host in American TV history. I was one 
of those viewers. 

I had been a loyal fan in part due to my dad’s 
love of Letterman. I remember plenty of 
nights when he would call to give me play-
by-play accounts of his interviews, just in 
case I wasn’t watching. Today, we both enjoy 
watching Colbert, but I must admit I miss the 
phone calls from my dad. 

Perhaps to reignite our tradition, I called my 
dad to ask if he was watching the Late Show. 
Nick Offerman was a guest, and I know my 
dad is a fan of his deadpan style of comedy 
that he’s showcased in numerous movies 
and the hit TV show, Parks and Recreation. 
Unsurprisingly, he was watching, so we 
promised to catch up with one another the 
next day. 

During Offerman’s appearance, he gave 
Colbert a set of wooden coasters that he’d 
made in his woodshop. Actually, other than 
a few exchanges about the Chicago Cubs, 
much of their conversation was about wood. 
As it turns out, Offerman really loves wood – 
mahogany, maple, cedar, you name it. 

He also loves being an advocate for the 
trades. In fact, he dedicated an entire section 
of his book, “Gumption: Relighting the 
Torch of Freedom with America’s Gutsiest 
Troublemakers” to those who make things. 

According to an article published in Lincoln 
Electric’s Arc Magazine, Offerman “advocates for 
changing the way people think of the trades – 
including welding – or risk becoming a country 
that doesn’t know how to make and fix things 
anymore.” Self-admittedly, Offerman is by no 
means an avid welder, but that’s not the point. 

“I am an ardent believer in the value of the 
trades and educating our citizenry in tool skills, 
so anytime I can help bring attention to the 
topic, I tend to jump to it,” Offerman told Arc. 

Like Offerman, many in the industry are 
doing their best to pass the torch to the next 
generation of makers. To do my part, I’d be 
honored to share your stories about how 
you are inspiring the youth of America to 
get excited about the trades. Send them to 
amiller@techgenmedia.com.  

Abbe Miller  

editor-in-chief

amiller@techgenmedia.com

Robert Kirkpatrick, General Manager of Pacific Maritime Industries, Corp. 

Amada’s fully-integrated and automated solution ensures:

• Maximum Efficiency – The 2kW ENSIS 3015 AJ provides fiber and CO2 capabilities
in a single machine.  ENSIS cuts thin materials 4 times faster than CO2 laser and is able to 
cut up to 1" thick mild steel. A highly innovative resonator automatically produces the opti-
mal beam quality — enabling continuous processing of thin-to-thick materials by a single 
machine and no lens change or additional setup is required.

•  Maximum Versatility – The HG 1003 ATC is the ideal bending solution for small
lot sizes and complex tool layouts.  The Automatic Tool Changer (ATC) and Amada’s 
patented tooling combine to ensure extremely precise and economical bending results
while tripling or quadrupling the number of tooling setups per day.

• Maximum Productivity – The ASFH automated material handling/storage system 
ensures maximum machine utilization. Multiple shelves support a variety of material types 
and thicknesses — allowing for the seamless introduction of rush jobs in addition to ex-
tended periods of lights-out production. 

“We had been working on a
$1.5 million bid for nearly a
year.  Amada enabled us to
decrease our cycle times by
60%, maximize quality, and
secure the contract.”

— Robert Kirkpatrick, General Manager
Pacific Maritime Industries, Corp.

Fiber laser technology, automation and
an advanced integrated bending system
ensures peak productivity.

Headquartered in San Diego, California, Pacific Maritime 
Industries (PMI) is recognized as a leading provider of quality
products and services for the U.S. Navy and maritime fleet. 
To meet constantly increasing demands for high quality and
quick delivery, Pacific Maritime partnered with Amada.

General Manager, Robert Kirkpatrick comments on how
PMI leverages Amada’s fiber laser technology and advanced
automation to reach unprecedented levels of productivity and flexibility.
“To realize the full potential of Amada’s ENSIS fiber laser, we also purchased
an ASFH automated material handling/storage system. The reduction in cycle
times, the capability to cut a wide range of materials and thicknesses with a
single machine, and the ability to add rush jobs quickly and easily, gives us an
extremely powerful competitive edge.”

To better respond to customers’ demands for high-mix, low volume
lot sizes, PMI also purchased the HG 1003 ATC integrated bending sys-
tem. Kirkpatrick reflects on that purchase. “Thanks to the Automatic Tool
Changer, even with our most complex setups, the longest tool change we’ve
experienced is 2 minutes 40 seconds.  The ATC provides for quick and easy
response to rush jobs and consistent part production from operator to operator.
Our extensive in-house manufacturing capability is built on a solid foundation
of talent and leading-edge equipment. Our long-term partnership with Amada
has been instrumental in Pacific Maritime’s continued growth and success.”

The ASFH automated
material handling and
storage system maxi-
mizes the ENSIS fiber
laser’s greenlight time.
Multiple shelves and
rapid pallet exchanges,
provide for uncompromis-
ing flexibility. Productivity
is further enhanced
through lights-out opera-
tion during night and
weekend shifts. 

The Automatic Tool Changer
(ATC) is equipped with    

18 magazines for dies 
and 15 for punches — 
providing the flexibility 

to accommodate rush jobs
quickly and easily.

The HG 1003 ATC allows
Pacific Maritime to quickly and
cost-effectively meet customer
demands for high-mix, low-
volume lot sizes.  Even with
complex tool setups, the ATC
ensures consistently-precise
automated tool loading.

Productivity
Drives Profit.

Amada America, Inc.
180 Amada Court

Schaumburg, IL 60173

www.amada.com/america

877-262-3287
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Big data presents big opportunities 
along with big challenges 

Large parts 
need large brakes to bend them
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What's the point in purchasing expensive
laser cutting machinery if maintenance men
have to free up slag binding discharge
chains and replace bearings?

When discharge systems become
welded shut as hot slag binds and jams
ordinary chain conveyors, these are
reasons why laser cutters sit idle —
and competitive fabrication cost-margins
grow wider.

That's why owners of laser cutters
are replacing their steel discharge chain
systems with Vibro Transporters and a
stainless steel tray for hot slag and
scrap removal.

The Vibro 100% air-operated
Transporter Conveying System eliminates
the downtime associated with conventional
chain conveyors. Its low profile allows the
Transporter to fit in the tightest, most hard-
to-reach places beneath machine tools.

Other benefits include: 
� 100% Air-Operated

-  No Mechanical
Springs

� Low Air
Consumption

� Variable Speed
Operation

� Two-Year Warranty
� 100% American

Made
� Available from Stock

Register online or call us today to
receive your product line kit, application
video, engineering support, or to locate the
sales representative nearest you.

Low profile, air-operated
Transporter Conveying
System eliminates laser
cutting part and scrap
removal downtime

Global Distribution:
FOSMO MASKIN A.S., Norway 
UPTON & SULLIVAN CO., LTD., Canada 
MTI Monterrey, Mexico

717.527.2094
www.vibroindustries.com

Engineered First to Last

MADE IN

USA

Is hot slag 
impeding your laser
cutting operations?

VB_6615ADB.QXD_Layout 1  7/16/14  9:25 AM  Page 1

http://www.vibroindustries.com/
http://www.vibroindustries.com/
https://www.youtube.com/watch?feature=player_embedded&v=cYbXYiSzmlE


||  by Kip Hanson, senior editor ||
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Big data presents big opportunities along 
with big challenges 

THE CLOUD ON  
THE HORIZON



I t seems everyone’s embracing 
data these days. Amada’s 
vFactory promises to unlock 
shop floor potential with real-

time monitoring of parts, jobs and 
production departments. Trumpf 
offers to cut throughput times, 
reduce overhead costs and eliminate 
bottlenecks with TruConnect. Lincoln 
Electric has Checkpoint monitoring 
of welding operations, Cosen Saws 
has MechaLogix sawing analysis tools 
and Prima Power promotes Tulus for 
centralized fabrication management. 

Despite having originated from 
very different and often competing 
machine builders, the intent of these 
disparate software systems is largely 
the same. All of them collect machine 
data, display and organize production 
activity, warn people when 
something’s gone awry (or is about 

to) and – properly implemented – are 
almost guaranteed to help shops 
improve their production processes 
and profitability. But is all this 
computerized wizardry too much of a 
good thing?

Here to stay
Like it or not, Industry 4.0 is here to 
stay. As with the spinning jennies and 
steam engines of the first Industrial 
Revolution, the mastery of steel 
production in the second and the 
rise of semiconductors in the third, 
manufacturers must learn to adopt 
and conquer the cyber-physical 
technology of our fourth revolution, 
much of which is manifested via the 
Industrial Internet of Things, or IIoT. 

While the first thought might be, “oh 
great, another complex technology 
term to worry about,” the IIoT is really 
quite simple. Stick a Wi-Fi-enabled 
vibration sensor on a turret punch, 
a network-aware thermometer on a 
roll former or an electronic pressure 
gauge on a stamping press – that’s 
the IIoT. These smart devices collect 
data from all around the shop floor 
and transmit it to a server or directly 

Mobility is an important aspect of Industry 4.0. As long as there’s a secure internet 
connection, supervisors and others involved in the manufacturing process have access 
to systems around the clock, from anywhere in the world. 

November 2016 8



to the cloud – a server or group of 
servers accessible via the internet – 
from which the data can be analyzed 
using software designed for such tasks. 

There’s only one problem. Multiply a 
dozen machine tools times a dozen 
sensors, for example, all of them 
collecting data around the clock, and 
you’re looking at prodigious amounts 
of data. Worse, most shops employ a 
variety of machine tool brands and 
fabricating processes, each with their 
own specific production metrics, data 
types and collection methods. Trying 
to collate all of this information into 
a usable picture of the shop floor is 
a gargantuan effort, one that must 
set aside proprietary boundaries in 
favor of agnostic, common-sense, 
decision-making tools that don’t 
require a degree in computer science 
to understand. 

Presence of mind
That’s where Dr. Stephan Ihmels 
comes in. A business development 
manager for Siemens Data Services 
in the United States, Ihmels is part of 
the team responsible for developing 

Hardware devices such as 
the Siemens Nano offer 
robust data encryption, easy 
communication using various 
protocols and secure access 
to the cloud.

the platform from which such tools 
can be launched. “The MindSphere – 
Siemens Cloud for Industry is an open 
platform that allows our customers 
to develop digital services,” he says. 
“These include machine builders, 
manufacturers, system integrators 
and application developers, anyone 
that wants to develop software 
for the collection and analysis of 
industrial data.”

This data could be the power 
consumption on a machine tool, the 
load on a conveyor system’s drive 
train, locations of fork trucks in a 
warehouse, the list goes on. 

“It’s basically any kind of monitoring 
and diagnostics that make sense to 
those who manage, sell or use such 
equipment,” Ihmels explains. “They 
might have a digitalization strategy, 
for example, that promises to create 
additional revenue streams through 
new service offerings. MindSphere 
can support them in doing that.”

By giving customers the ability to 
easily collate and analyze this data, 

intelligent decisions can be made 
more quickly. Ihmels offers the 
example of a machine builder he 
recently worked with that specializes 
in mid- to high-volume honing 
equipment for the automotive and 
hydraulics industries. This customer 
came to Siemens looking for a way 
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The results were better product 
quality, less machine downtime and 
reduced tooling costs, important 
considerations for any manufacturer, 
but especially so for those in the 
bare knuckles world of automotive 
manufacturing. 

“In many cases, data analysis can 
be used to ‘predict’ the future,” 
Ihmels notes. “One good example 
of this is warning the operator of 
an impending asset failure, so that 
specific actions can be taken and 
unplanned downtime avoided. 
This is generally called ‘predictive 
maintenance’ and will be made 
possible through platforms and 
applications such as MindSphere.”

Locking up
MindSphere is an “open ecosystem,” 
another way of saying anyone can 
subscribe to it from Siemens and use 
it to develop their own applications 
(i.e., software). Those applications 
will be “hosted” (in the cloud) with 
Siemens partner SAP, using the 
company’s HANA database platform. 
For those who prefer to do their own 

Communications 
via Ethernet, 

Bluetooth, Wi-Fi and 
other methods are 

necessary for collecting 
data from a range of 

devices and equipment.

“In many cases, data analysis can be used to ‘predict’ the 

future. One good example of this is warning the operator 

of an impending asset failure, so that specific actions can 

be taken and unplanned downtime avoided.” 

Dr. Stephan Ihmels, business development manager, Siemens Data Services

to monitor in-process machining 
conditions in order to determine the 
most cost-effective time to change 
honing tools. Using MindSphere, they 
were able to provide the operator 
with an app that makes timely 
recommendations on this and other 
production parameters. 
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hosting or are working with other 
partners, Ihmels says Siemens is 
developing alternative deployment 
methods that will be available 
within the next year. 

All this talk of hosting and remote 
datacenters might leave some 
in the manufacturing industry 
concerned over security. Don’t 
worry, says Ihmels. 

“Our MindConnect hardware is an 
important part of MindSphere,” 
he says. “It’s a hardened industrial 
PC that comes preloaded with 
the software needed to encrypt 
outbound data and communicate 
via a number of common protocols, 
providing a convenient and secure 
connection to MindSphere. It works 
much like the wireless router many of 
us have at home – connect it to the 

SIEMENS CORP.

machine, define what data sources 
should be monitored, tell it about 
the outbound and inbound internet 
connections, and start collecting 
data. It’s that simple.”

As mentioned though, you still need 
some software to make use of all this 
data. If your shop’s not into computer 
programming and you don’t want to 
wait around for your machine builder 
or ERP vendor to develop something, 
Siemens’  Visual Analyzer and Fleet 
Manager apps are available now. 
Both work with MindSphere and 
allow manufacturers to connect with 
machine tools, analyze production 
data and better manage factory 
assets. 

Preparing for the journey
If you’re feeling overwhelmed, don’t 
be. Ihmels says shops can get started 
by selecting a few data points, 
connecting a machine or two for an 
initial proof of concept, and from 
there, gain a better understanding 
on how it all works, what they’re 
trying to achieve, possibly adding 
more resources to the project as they 

grow. There’s no need to make a big 
upfront investment or hire a bunch 
of IT resources.

“For Siemens as well as our 
customers, Industry 4.0 and the 
IIoT is a journey,” he says. “We’re 
all learning new things as we go, 
exploring what’s possible and how 
we can benefit from it. Unfortunately 
for some, it’s not really something 
you can hide from. Manufacturers 
are beginning to realize that, and we 
encourage them to start thinking 
about this technology, to make plans 
and ask questions. Whatever else 
happens, there’s one thing for sure: 
Your competition is going to do 
exactly that. Wait too long and you 
might just be left behind.” 

Call 1-800-843-8844 
to set up a 

DEMONSTRATION 
at your work site!

QUALITY!       DEPENDABILITY!       VERSATILITY!       PRECISION!        POWER!

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

THE NAME YOU CAN COUNT ON
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AUTOMATION, ACCURACY & SPEED
PRESS BRAKING PARTS HAS NEVER BEEN EASIER!
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USEFUL UPGRADES
New sawing products reflect the 
needs of the ever-changing market



Innovation Makes the Difference

Innovative Starrett 
technologies.
Manufacturers, builders and craftsmen worldwide have depended upon saws 
and precision tools from the L.S. Starrett Company to ensure the consistent 
quality of their manufacturing processes. 

The Starrett name on saw blades means exceptional quality, innovative products 
and expert technical assistance. With strict quality control, state-of-the-art 
equipment and an ongoing commitment to producing products with superior 
quality, the Starrett line continues to be the most accurate, robust and durable 
saws available.

Innovation Rules

Visit Us at FABTECH! Booth 
#C16028

http://patmooneysaws.com/
http://www.starrett.com/
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A new vertical tilt frame saw takes sawing to the next level, 
allowing operators to push a button and essentially walk away

A new bandsaw blade cuts through aluminum castings with ease, 
solving a problem for many manufacturers

A three-year research project results in a first-of-its-kind
diamond-tipped wheel for cutting metal
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FULL TILT
by Jimmy Myers, senior editor

A new vertical tilt frame saw takes sawing to the next level, 
allowing operators to push a button and essentially walk away



T he North American market is 
hot for automation. Anything 
that can increase productivity 
and reduce operator fatigue 

is a welcome addition to a shop floor. 
Already supplying that demand with its 
semi-automatic vertical tilt frame saws, 
Cosen Saws USA has something new 
for manufacturers looking for effective 
automation options.

Cosen’s latest answer to the call 
for more automation builds on its 
Mechalogix software platform, which is 
aimed at monitoring the machine and 
providing preventative maintenance 
data that’s simple and straightforward. 
The company’s AV-2026NC marries 
Cosen’s vertical tilt frame saw with its 
Mechalogix software and an automated 
feeder for a fully automatic system. The 
end result is a smart saw that essentially 
allows operators to push a button and 
walk away – automation at its finest. 

THE GROUNDWORK
To take advantage of the AV-2026NC, 
the operator simply chooses from a 
number of cut configurations on a 

“[The new saw] does all of the math, 
so you don’t have to worry about how 
many shuttles it has to do.” 
Michael Finklea, director of sales and 
marketing, Cosen Saws USA

touch screen and the saw does the rest. 
Michael Finklea, director of sales and 
marketing for Cosen, says the company 
began to focus on a fully automatic 
version about a year ago, which was 
unveiled at IMTS in September. He 
says the reception from end users and 
distributors has been positive.

“We let the word out that we were 
thinking about building one of these 
machines and people were excited 
about the concept,” Finklea says.

The groundwork for full automation 
was laid about five years ago with the 
introduction of the manual version of 
the vertical tilt frame saw. The MVC-
670DM gives operators the ability to 
cut at any angle between 90 degrees 
(straight cut) and 60 degrees (miter cut) 
in both directions. The saw provides 
easy and accurate adjustments for 
angle cuts. Blade angle changes are 
made through a manual, gearbox-
assisted setup with a protractor scale 
to determine the angle. Finklea says 
the manual user is likely to be a smaller 
shop making limited production runs.

Cosen’s vertical tilt frame saws offer a 60-degree angle in either 
direction. The latest automated version of the tilt saw makes 
angle cuts automatically without the need for an operator to 
make any adjustments between differing angles.
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screen technology allowing automated 
tilt control to go to a specified angle 
when programmed to do so. 

The semi-automatic user, Finklea says, 
is going to have a higher volume of 
work than the manual user and is 
looking to make more cuts at a more 
efficient rate throughout the day.

FULLY AUTOMATED
The culmination of Cosen’s product 
development initiatives resulted in the 
AV-2026NC, which simply combines 
two things Cosen has already done: 
delivering a vertical tilt saw and a fully 
automatic saw. Cosen had developed 
fully automated saws in the past, just 
not in the vertical tilt form. 

It also marks a change in marketing as 
the bulk of the vertical saw sales are 
made in North America. 

The predecessors carry a metric 
designation (670 cm), whereas the 
automatic version speaks to the 
North American audience (the 26 
in the product name relates to the 

This video features a semi-automatic 
version of Cosen’s vertical tilt frame 
saw. The automatic version has 
the same sawing components as 
the semi-automatic version, but 
more advanced software and an 
automated feeder mechanism. 

The semi-automatic and automatic 
versions of Cosen’s vertical tilt 
frame saw utilize hydraulic-powered 
technology to automatically 
maneuver the angle of the saw blade 
as required per application.

26-in. capacity height). The target 
audience for the automatic version 
is manufacturers with large volumes 
and that produce complicated parts. 
Because the automatic version utilizes 
a graphic interface that shows exactly 
what the cut will look like, the risk of 
user error is drastically reduced.

Any manufacturer that is making angle 
cuts could benefit from incorporating 
the AV-2026NC in their shop. However, 
Finklea says that the ideal pieces 
to cut with the automatic saw are 

The next generation of Cosen saws 
came in the form of its semi-automatic 
vertical tilt saw, the SVC-670DM. This 
version has the same setup as the 
manual iteration, but features a fully 
hydraulic tilt mechanism and a “go-to” 
feature, which involves Cosen’s touch-

structural. It’s not recommended for a 
manufacturer working with 20-in. solid 
wastalloy because the saw uses a  
1.25-in. blade, which is too small for the 
job and will, therefore, wear out quickly. 
Cosen does have users that cut solids 
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with the saw, but it’s really geared 
toward cutting profiles.

“We have customers cutting stainless 
and nickel-based material, such as 
Inconel and titanium,” he says.

A typical user is a manufacturer that 
produces trailers, cell phone towers, 
oil derricks, conveyors or roller tables. 
Finklea notes they are getting a lot of 
capacity in a relatively small 180-in.-

cuts, including opposing angles, 
parallelograms, polygons as well as 
straight cuts.

SWIFT SHUTTLE
The feeder mechanism on the AV-
2026NC is a 59-in. single shuttle unit 
that can be programmed to index up 
to 999.99 in. of material.

“It does all of the math, so you don’t 
have to worry about how many 
shuttles it has to do,” Finklea explains.

The servomotor that drives the feeder, 
which is situated on a heavy-duty 
rack, has a feed rate of 220 in. per sec., 
though Finklea says given the 59-in. 
shuttle length, it probably never gets 
up to that rate of feed.

How the user handles materials to 
and from the saw is completely up to 
them. For instance, a manufacturer 
making smaller parts might prefer 
that the end product be pushed off 
into a bin, while others might want to 
introduce a robotic loader into  
the mix.

“The material handling is where all 
of the fun stuff comes into it,” Finklea 
notes. “Typically, material handling can 
be three or four times what the actual 
machine itself costs.”

Theoretically, the AV-2026NC can 
run without an operator. Finklea 
says there are users who run them 
overnight, lights out. However, Cosen 
recommends that an operator monitor 
the saw while in operation, even 
though the Mechalogix system can 
alert users via text message or email 
should something go awry.

ACCURACY FIRST
Heavily steeped in the industry, 
Finklea is aware of the perception 
of sawing equipment’s place in the 
manufacturing process. He says many 
manufacturers put the new operator 
on the saw, or the least skilled person 
in the shop, which he believes is a 
mistake given that the accuracy of 
those first cuts impacts everything 
that happens down the line. However, 
it’s another reason to introduce and 
improve the automation software as 
Cosen has with its Mechalogix system.

long-by-135-in.-wide-by-102-in.-tall 
footprint.

The automatic saw is also well-suited 
for manufacturers who have more 
complex angles to cut, either on the 
front end, the back end or both. A 
good example is a bull nose angle 
cut, which can benefit manufacturers 
making bracing parts. The saw 
can make many different types of 
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“If you don’t start it out right,” Finklea 
explains, “you have to deal with that 
further downstream. It costs you time 
and money because of tooling costs. 
There is also cutting time that you may 
have to spend fixing what you’ve cut 
incorrectly.”

Finklea notes that in the welding 
environment, those initial cuts made 
with the saw are important because 

astrophysics to be able to program it. 
Even for someone who really knows 
what they’re doing, we made the 
process much easier for them.”

Potential customers should know 
that Cosen’s current website is not 
geographically specific in that some 
of the 130-plus products listed on the 
site don’t ship to the North America. 
The company is working on a version 

Cosen’s vertical tilt frame saws are geared toward manufacturers cutting 
structural materials, such as this I-beam that is about to cut with the saw’s 1.25-
in. blade.

The feeder component of the AV-2026NC, along with the Mechalogix software 
Cosen has developed, allows operators to program in (i.e. index) nearly 1,000 in. of 
material for processing.

any missteps have to be corrected by 
the welder. If any of the manufacturing 
steps involve robotic welders, the part 
has to be spot-on or it might not be 
usable due to tight tolerances for the 
components involved in the robotic 
process.

“We made the automatic version 
operator friendly,” Finklea says. “You 
shouldn’t have to have a Ph.D. in 

that will be specifically for the North 
American market and will include 
information about the AV-2026NC.

“We literally just introduced this saw in 
Chicago at IMTS,” Finklea says, noting 
that the AV-2026NC will be at Fabtech 
this month in Las Vegas.

COSEN SAWS USA
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OPTIMIZED 
FOR ALUMINUM
A new bandsaw blade cuts through aluminum castings 
with ease, solving a problem for many manufacturers

by Jimmy Myers, senior editor A luminum is a soft metal, 
but when it comes to 
cutting some of its alloys, 
manufacturers struggle. 

The culprit is the silicon that’s added to 
aluminum when it’s used in castings, 
which reduces its melting temperature 
and improves fluidity. But the silicon 
also creates an abrasiveness that can 
spell trouble for bandsaw blades.  
That’s what led M. K. Morse Co. to 
develop a new line of aluminum 
foundry blades that can outlive and 
outperform other blades.

M. K. Morse has been a metalcutting 
expert for more than 50 years. The 
company has produced a line of 
carbide-tipped bandsaw blades for 10 
years, but decided recently to tackle 
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aluminum foundry cutting with its 
M-Factor designs.

Jeff Guritza, business development 
manager at M. K. Morse, and 
Pete Vandervaart, senior product 
development engineer, say the new 
blades are a direct response to specific 
needs shared by their customers and 
specific changes they’ve identified in 
the market.

THE CASTING FACTOR
“Cutting aluminum can be tricky,” 
Vandervaart says, “because so many 
kinds of aluminum are out there, 
especially in aluminum castings, which 
contain a lot of silicon. Even though 
the aluminum itself is soft, some of 
the components within the aluminum 
alloys can be abrasive.”

M. K. Morse offers two versions of 
M-Factor foundry blade products as 
part of its bandsaw blade offerings. 
Both blades are optimized for 
aluminum cutting, which Vandervaart 
says is the fastest growing market 
right now. Utilizing carbide tips, a 
stronger body to the blade, and a 

triple tooth geometry, the M-Factor 
blades can stand up to the abrasive 
aluminum.

The first M-Factor blade can handle 
the complex gate and riser issue 
common in aluminum casting 
applications, which involves making 
contoured cuts to follow curved 
surfaces.

For those unfamiliar with the 
aluminum foundry process, there are 
three important words to remember: 
sprues, gates and risers. A sprue is a 
hole in the mold where the molten 
aluminum is poured in. Gates are 
channels that connect the sprue to 
the mold cavity. Risers, which are also 
called feeders, are channels that let 
the manufacturer know when to stop 
pouring the molten aluminum. Risers 
also help to reduce shrinkage within 
the casting.

Vandervaart explains that making the 
contour cuts is complicated because 
of the difficult corner radiuses 
the blade has to follow to remove 
the excess material. M. K. Morse 
developed a set-tooth foundry blade 

Utilizing a triple-tooth geometry and carbide tips, M.K. 
Morse’s M-Factor aluminum foundry blade  stands up to 

the abrasive properties of aluminum castings.

Every year, metal products 
come to market with unique 
metallurgy, unique alloys and, in 
turn, manufacturing challenges 
that require out-of-the-box 
thinking.
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that can make the difficult turns and 
provide enough clearance so the 
body of the blade can move inside 
the cut.

“If you don’t have enough clearance,” 
Vandervaart notes, “the body of the 
blade gets pinched and breaks.”

The second version of M-Factor 
blade is for straight cuts that leave 
a finished machine surface. For 
manufacturers who don’t want to 
go through a secondary finishing 
process, the “unset” version of 
the blade is a good fit. This tooth 
geometry leaves a cleaner finish 
than the set-tooth version made for 
contour cuts.

LONG LIFE AND 
REPEATABILITY
Guritza and Vandervaart are tight-
lipped when it comes to exactly how 
they are able to create aluminum 
foundry blades that have a longer 
life than other foundry blades, 
but say they made proprietary 
advancements in the design 
and manufacturing process that 

resulted in the significant, predictable 
performance improvements. 

M. K. Morse is using high-performance 
backing steel to reduce band breakage 
due to backer fatigue. The company 
also has specially formulated submicron 
grade carbide to provide a long-lasting 
product.

“It’s really in how you process the 
material and the steps that are taken 
to do so,” Vandervaart says. “The 
combination of precision grinding  
and the way that we break up  
the chip improves the life of the 
M-Factor blades.”

Moreover, more precise manufacturing 
and repeatability are huge in 
bandsawing. Vandervaart revisited the 
design of the M-Factor blade several 
times and made changes to achieve the 
repeatability that is so important in a 
quality blade. For the set-tooth version, 
he says every time the engineers at 
M.K. Morse bend a tooth on the blade, 
every tooth in the triple tooth design 
is bent the same amount consistently 
throughout the length of the blade.

M.K. Morse designed the M-Factor 
aluminum foundry blade for 

tough jobs, like cutting off risers 
and gates on aluminum castings. 
A stronger body and carbide tips 

increase the blade life.
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“That’s one of the struggles in the 
industry – the repeatability in the set 
teeth,” Vandervaart explains. “That’s 
what disrupts the finish in the  
final part.”

Overall, M-Factor blade benefits 
include fast cutting, long life and a 
smooth finish. The blades are well-
suited for a range of applications, 
including aluminum castings, 
composites and nonferrous metals 
such as brass, bronze and aluminum. 
They are also available in the following 

Call 1-800-843-8844 
to set up a 

DEMONSTRATION 
at your work site!

QUALITY!       DEPENDABILITY!       VERSATILITY!       PRECISION!        POWER!

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

THE NAME YOU CAN COUNT ON

“Cutting aluminum can 
be tricky because there 
are so many different 
kinds of aluminum  
out there.” 
Pete Vandervaart, senior 
product development 
engineer, M.K. Morse

M. K. MORSE CO.

interested in blade life. Some want to 
reduce their scrap, while others want 
a quality finish.

“It’s important when you’re 
partnering with the customer to 
understand what their prioritization 
is when it comes to cutting 
performance and marrying the 
proper blade configuration and 
design to optimize it for their specific 
application,” Guritza says.

Guritza says the team at M.K. Morse 
are astute at what he calls “predictable 
performance.” For instance, they 
consider the application, the speed 
and feed rates needed for the 
material being cut, and based on 
the geometries and manufacturing 
process they impart on their blades, 
they have confidence that the blade 
will perform to the expected standard.

sizes: 0.5 in. by 0.025 in., 0.75 in. by 
0.035 in., 1 in. by 0.035 in. and 1.25 in. 
by 0.042 in. 

VALUE THROUGH INNOVATION
Guritza explains that it’s important 
to evolve and develop new products 
because every year, metal products 
come to market with unique 
metallurgy, unique alloys and, in turn, 
manufacturing challenges that require 
out-of-the-box thinking when it 
comes to material separation.

“We really pride ourselves on our 
engineering innovation – it’s a 
strategic priority,” Guritza says. 
“We have an experienced team of 
materials scientists and engineers in 
our technology center that continually 
develop the best products based on 
the needs of the marketplace and our 
customers.”

Customers differ on what they want 
out of a bandsaw blade. Some push 
their blades harder to get more parts 
on the production line at a faster rate, 
which means they aren’t necessarily 
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DIAMOND 
DESIGN

A three-year research project results in a  
first-of-its-kind diamond-tipped wheel for cutting metal

by Jimmy Myers, senior editor



T he resin-bonded abrasive 
wheel has for years been the 
go-to source for fabricators 
cutting metal. Researchers 

at Lenox believe they are about to 
change that, however, with their new 
steel-bodied, diamond-tipped wheel. 

Matt Lacroix, director of marketing 
at Lenox, Newell Brands, notes that it 
took many years for masonry workers 
to adopt diamond-tipped wheels to 
cut concrete, which is now the norm 
in that field. However, he believes that 
slow adoption rates won’t be the case 
with MetalMax diamond-tipped wheels. 
Rather, after three years of research, 
the wheel is something machine 
shops, metal fabricators, welding 
shops and service centers will quickly 
gravitate to.

“We’re not looking for small increments 
of growth.” Lacroix says. “We’re looking 
to completely overhaul metalcutting 
capability. The advancement in cutting 
performance and operator safety 
should drive immediate change.”

That change will be seen in a wide 
range of cutting applications. 
MetalMax wheels are for use on die 
grinders and angle grinders as well as 
circular saws, pull-down chop saws and 
gas-powered saws. MetalMax wheels 
range in size from 1.5 in. to 14 in. in 
diameter.

RELEASING RESIN
Resin-bonded abrasive wheels are the 
metalcutting norm, especially with 
angle and die grinders. These types of 
wheels are inexpensive and bought by 
the hundreds on big job sites, but offer 
little in terms of productivity. They 
break easily, wear down with every 
rotation and can cause injuries. 

“You start making a few cuts and the 
diameter of the wheel just continues 
to shrink until you can’t cut anymore,” 
Lacroix says. “They wear out extremely 
fast, forcing the operator to change 
wheels frequently, sometimes several 
times a day.”

Most resin-bonded wheels can also be 
snapped with a bare hand, which is 

Lenox worked for three years 
researching how to bond 

diamonds to the edge of the 
wheel that wouldn’t break 

off during metalcutting 
applications. They achieved it 

with the MetalMax wheel.

even more of an issue in a grinder that 
operates at high RPMs. 

“If the wheel gets caught in the 
material and the operator bends it 
a little bit to try to free it up, those 
wheels can snap just like that,” Lacroix 
explains with a snap of his fingers. 
“From a safety standpoint, they’re 
extremely dangerous.”

When sawing, resin-bonded wheels 
can also become projectiles if they 
break while the saw is operating, 
presenting a danger to the operator 
and anyone nearby. Additionally,  
resin-bonded wheels are an 
environmental hazard – giving off a 
“considerable amount of odor and 
debris,” Lacroix says.

THE DIAMOND SOLUTION
Attaching diamonds to wheels and 
blades is nothing new, Lacroix notes, 
but the temperatures generated by 
the friction when cutting masonry 
pales in comparison to that of cutting 
metal. The issue then is creating a 

bond that allows the diamonds to stay 
attached to the wheel despite the high 
temperatures. 

James Malaguez, senior brand 
manager at Lenox, says the technology 
to this point has involved non-ferrous 
metal applications. However, the 
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“It was something we were able to 
develop,” Malaguez says. “We are the 
first to bring this technology to the 
market in a big way.”

To solve the issue of decreased 
diameter with every rotation of the 
wheel, Lenox went with a steel body 
for the wheel, which doesn’t shrink at 
all during use. Because the steel body 
maintains its size, the operator can 
get the full life out of the diamond 
edge. This translates into much 
longer cutting life and higher levels of 
production. 

COMING TO MARKET
Metalworkers in a variety of fields 
began using MetalMax wheels in July, 
and end user feedback thus far has 

Lenox’s MetalMax wheel is available in 
1.5 in. to 14 in. diameters.

MetalMax wheel represents the first 
foray into an application for cutting a 
variety of metals.

“We needed a matrix,” Malaguez says, 
“an element to retain the diamond 
that is able to withstand the rigors of 
metalcutting.”

The three years of research were spent 
developing proprietary technology 
to braze the diamonds on the edge 
of the wheel. Finally, a team of Lenox 
engineers and a close unnamed 
partner  “cracked the code.”

Unlike resin-bonded abrasive 
wheels that bend, crack and 

can possibly shatter during use, 
Lenox’s MetalMax wheel is rigid 

and never loses its diameter.

been positive, says Malaguez. One 
hydraulics manufacturer has been 
using it on 1045 hard-chrome-plated 
hydraulic cylinder rods. Previously, the 
only way to get through the chrome 
plating was to make a precut around 
the rod to break through the chrome 
before they could make the cut 
through the cylinder rods. 

“With MetalMax,” Malaguez says, “they 
cruise through that in one pass, one 
straight cut goes right through the 
chrome plating and through the rod.”

Another example is a fabrication 
shop owner who has been using 
MetalMax wheels on stainless pipe. 
The flexible resin-bonded wheels 
they were using weren’t rigid 
enough to make straight cuts, which 
necessitated a secondary operation 
to make corrections. 
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MetalMax wheels serve as an alternative to abrasive cutoff wheels, offering 
increased durability as well as smooth, clean and even cuts.

materials MetalMax is built to cut 
include steel, stainless steel, rebar, 
sheet metal, non-ferrous and cast 
iron. However, Malaguez is hearing 
feedback from end users having 
success cutting exotic materials, but 
it’s purely anecdotal at this time as 
Lenox hasn’t put the wheel through 
those tests. 

TECHNOLOGY CATALYST
Lacroix says the catalyst behind the 
new wheel is simply part of the Lenox 
tradition as an innovative brand. 
The company, which has its roots in 
metalcutting dating back to 1915, has 
been delivering superior performance 
and technologies across a range of 
products, including bandsaw blades, 
reciprocating saw blades, hole saws, 
hacksaws and jig saws.

“That’s really where we make our 
hay,” Lacroix says. “By delivering 
advanced cutting products, end users 
are able to increase production and 
efficiencies within their operations. 
Ultimately, our solutions help  
them find ways of achieving their 
cutting goals.”

Lacroix says that in developing 
MetalMax wheels, Lenox is simply 
living up to the brand promise, 
offering superior cutting technology, 
productivity gains, increased safety 
and in, this case, even environmental 
benefits with the reduction of odor 
and debris.

Malaguez concurs. 

“However you look at it,” he says, “there 
will be incredible benefits over the 
existing technology today.”

LENOX
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“With MetalMax,” Malaguez says, “he 
could get a perfectly straight cut and 
totally eliminate that second grinding 
operation. We hear stories like that on 
a daily basis.”

Perhaps the biggest perk realized 
when adopting the new diamond-
tipped wheel is the fact that it has 
been rigorously tested and can make 
a thousand or more cuts, which 

translates to roughly 30-times the life 
of a resin-bonded abrasive wheel. The 
tests revealed average performance 
for a 4.5-in. wheel in 1-in. carbon steel 
square tube versus a thin bonded 
abrasive cutoff wheel.

“We had to do a thousand or 
more cuts in a number of different 
materials,” Lacroix says, adding that 
the claim is backed up on video. The 

http://www.lenoxtools.com/Pages/Home.aspx
https://www.youtube.com/watch?v=sys2w9vn0yQ&feature=youtu.be%3A
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INDUSTRY
NEWS

HE&M SHOWS PRODUCTS 
AT IMTS
At IMTS 2016, HE&M Saw Inc. featured its new H220HA-DC-C dual-
column, fully automatic metalcutting bandsaw. The saw’s columns are 
now constructed of structural tubes rather than fabricated columns, 
creating a stouter arm configuration. The column chains have been 
replaced with linear rails for less arm side play. The guide arm slides on 
linear rails for smoother guide arm travel and greater guide arm stability. 
The bandsaw has a 22-in.-by-22-in. capacity and uses a 2-in. blade.

BLM Group USA recently sold a CM602 automatic CNC sawing machine 
and BC80 CNC end-machining center to Tube Fabrication Industries 
Inc. The sale was announced at IMTS 2016. Tube Fabrication Industries 
fabricates aluminum and carbon steel tubing and tubular components 
for automotive anti-vibration devices (NVH Control). The CM602 cuts 
short and medium-length steel, copper, brass and aluminum tubes, 
solid bars and profiles. The saw can handle tube and bar up to 4 in. in 
diameter and runs at up to a 5,000-rpm cutting speed. 

TUBE FABRICATION INDUSTRIES 
ACQUIRES SAWS

METALMIZER EXHIBITS AT 
GIE+EXPO 2016

MetalMizer exhibited at the GIE+EXPO 2016 
held in October. The company showed 
its metalcutting bandsaws and MetalFlex 
bandsaw blades. The Green Industry and 
Equipment Expo featured 750 exhibitors 
throughout 500,000 sq. ft. inside the Kentucky 
Exposition Center and 19 acres of outdoor 
demonstrations and test driving adjacent 
to the indoor exhibits. The show is for those 
in the outdoor power equipment, lawn and 
garden equipment, and light construction and 
landscape equipment industries.
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At the Metalworking and CNC Machine Tool Show held 
Nov. 1-5 in Shanghai, Kasto presented its KastoWin 
automatic bandsaws for serial and production sawing 
of solid materials, tubes and sections. The machines 
have a cutting range from 330 mm to 1,060 mm, and 
the KastoWin A 4.6, with a cutting range of 460 mm, was 
shown live at the show. The machines recently become 
available with a moveable material support table for 
heavy workpieces and in a version for tubular material. 

KASTO PRESENTS AT MWCS SHOW

HYDMECH CARBIDE SAWS AT 
FABTECH 2016
Hydmech unveils six new carbide saws at Fabtech 2016 at booth No. 
C33047. The CNC carbide cold saws are designed for medium to high 
production runs with several safety features that allow one operator to 
run several machines. The carbide saws come in different sizes, including 
65 mm, 80 mm, 100 mm, 125 mm, 150 mm 
and 175 mm, all packaged with standard bar 
loaders, chip removal and mist lubrication. The 
CSNC Carbide Cold Saw is built with off-the-
shelf parts easily found at local suppliers and 
supply houses for quick repairs.

Behringer Saws Inc. highlights its HBE Dynamic Series horizontal bandsaw 
at Fabtech 2016 at booth No. C44047. With automatic feed control, the 
saw has a servo-driven precision downfeed control that automatically 
adjusts blade pressure and an electrically powered ballscrew-driven 
material feed gripper. Available in four models, the bandsaw has a cutting 
range from 10.2 in. to 20.0 in. in diameter for round stock and from 11.8 
in. by 10.2 in. up to 20.0 in. by 20.0 in. for flat stock. Stroke length is 25.6 in. 
and blade speed ranges from 50 ft. per min. to 350 ft. per min.

HORIZONTAL BANDSAW 
FROM BEHRINGER 
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Scotchman Industries Inc. will feature various machines at Fabtech 
2016 at booth No. C24047, including its fully automatic CPO 315 
RFA roller feed and CPO 315 HFA hitch feed CNC cold saws. Other 
machines include the new GAA 500 90 CNC DT20 drill and tap 
machine, which also includes an upcut saw; manual and semi-
automatic machines, such as the CPO 350 and the CPO 350 VS PKPD; 
SU 280 G bandsaw; and SUP 500 with AngleMaster.

SCOTCHMAN HIGHLIGHTS  
SAWING EQUIPMENT

TigerStop LLC will feature various products at Fabtech 2016 at booth No. 
C50085, including the TigerSaw 2000, a fully automated push feed saw station 
for cutting non-ferrous metals like aluminum. Also featured is the SawGear, 
a simple and intuitive automated stop, which eliminates the need for a 
tape measure or setting manual stops. Also, a Piranha P65 Ironworker with 
integrated TigerStop that creates a fully automated punch will be exhibited.

TIGERSTOP PRODUCTS ON 
DISPLAY AT FABTECH 2016
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DoAll Sawing Products has 10 
machines available for demonstrations 
at Fabtech 2016 at booth No. C40085. 
The DS-315SA StructurAll semi-
automatic, dual-miter bandsaw is 
for linear and angular cutting. Miter 
angle cuts are possible up to 60 
degrees left and right. The Olympia 
TDC-400SA is a 16-in.-by-16-in. semi-
automatic dual-column bandsaw for 
solid and standard tube and pipe. 
It is also classified as a horizontal 
power specialty tube cutoff saw. 
The DC-1000CNC and DC-1400CNC 
Hercules horizontal CNC bandsaws 
are automatic, hydraulically controlled 
machines with multiple material feeds 
for vertical cuts up to 55 in.

DOALL SHOWCASES 
10 MACHINES
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A measurement 
system controls a 
bending machine to 
consistently produce 
quality tubes

SHAPING
UP TUBES
||  by Larry Adams, senior editor ||



W hen it comes to auto 
racing, speed is king 
and anything that can 
be done to get that 

extra mile per hour is a bonus, no 
matter how small that thing might be. 
Even a small part, such as a tube, pipe 
or hose that transports oil or other 
fluids throughout the race car, can 
provide an edge.

That is the belief of parts supplier Brown 
& Miller Racing Solutions, manufacturers 
of tubes, pipes, hoses and fittings and 
experts at custom-bent tubes for use 
under the hood or anywhere else on the 
vehicle. More than 15 years ago, BMRS 
began supplying racing teams with 
hoses, and then a couple of years later, 
the company’s fortunes grew as  
it began to offer bent tubes to its 
NASCAR customers. 

NASCAR officials had mandated that oil 
lines be relocated from inside the car – 
literally going under and around the 
driver – to underneath it. With the new 
placement, the oil lines needed to be 
made from metal to protect them  
from damage.  

“We started with four or five cars in 
the field, working directly with the 
racing teams,” says Wade Brown, 
cofounder and director of U.S. 
operations for the company. “The 
more we learned about the cars, the 
more we felt we could make better 
products for them. That is our goal, 
every single day, to make the race car 
go faster.”

In 1999, Brown founded the company 
in Concord, N.C., near Charlotte, with 
colleague Barry Miller. The two had 
worked at an aerospace parts supply 
company that sold specific small 
hoses to that industry and felt that 
these hoses could be marketed to the 
racing industry. The company started 
out with four employees in the 
United States and four in the United 
Kingdom, where it has its European 
headquarters. 

Today, the company supplies a 
variety of parts, including fuel lines, 
oil lines, brake lines and titanium 
parts, and has 30 employees in North 
Carolina and 15 employees in the 
United Kingdom. Fueled by design 

NASCAR officials 
had mandated 
that oil lines be 
relocated from 
inside the car 
to underneath 
it. With the new 
placement, the 
oil lines needed 
to be made from 
metal to protect 
them from 
damage.  
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innovations, the company now supplies tubes 
and hoses to all NASCAR teams as well as tubing 
components to Formula 1, Sprint, Midget and 
other racing teams.

Custom design
Many of the parts BMRS manufactures, 
including the bent oil lines that run under the 
cars, are custom designed for the individual 
racing team. While the idea to route hard tubing 
under a car might seem simple, it can prove to 
be a design challenge as each car’s design team 
has a different way to route the lines, says Rick 
White, BMRS production manager. Tolerances 
are tight and space is cramped, so finding room 
for the line to wind around often immovable 
components in the race car can be difficult. 

Adding to the challenge is that the racing 
crews’ design engineers often hand bend the 
first tube as a model to fit in the allotted space. 
Producing that same tube again with consistent 
repeatability and reproducibility is not easy, but 
is critical to customers who need redundant 
parts that, at times, have to be replaced in  
the field. 

Upgrading capabilities
For about a decade, BMRS had used a Romer 
Absolute Arm portable coordinate measuring 

A non-contact probe scans 
a tube and collects data 
that is fed to BMRS’ CNC 
bending machine.

BMRS supplies tubes and hoses to all 
NASCAR teams, and other racing teams.

A tube is  
bent using data 
gathered by the 
TubeShaper 
system.
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machine (CMM) for inspecting parts 
and a Gtube scanning tube for basic 
scanning needs, but when the Romer 
unit became obsolete and its software 
was no longer supported, the company 
began to look to upgrade this capability. 
Brown wanted to improve part-to-part 
consistency as well as increase the 
company’s ability to generate CAD files. 
He also wanted to decrease turnaround 
times for his customers.
 
In considering customer needs, Brown 
and White recognized that they had 
a bigger challenge than just bending 
tubes. What they required was a fast, 
accurate way to obtain engineering 
drawings of the oil lines so they could 
be entered into the tube bending 
systems’ operating platform. That way, 
the company could ensure that the 
parts were accurate and repeatable 
over time. 

What they finally settled on was a 
measuring system that could help 
them on several fronts. The Romer 75 
Absolute Arm CMM with TubeShaper 
software, available from Hexagon 
Mfg. Intelligence, combines a 

portable CMM arm with non-contact 
tube probes and purpose-built 
TubeShaper software. 

Beyond expectations
Using the new Romer TubeShaper 
system, BMRS is able to turn parts 
around quickly and be sure that they 
meet the customer’s specifications. 
It can scan the customer’s part, bend 
the tube on-site, check the work to 
ensure that it meets requirements, 
and send the customer the associated 
CNC and CAD files. 

“Customers have brought us parts 
that they have taken off of a car for us 
to duplicate, and they can’t wait for 
us to make a new one because they 
need to take that part back with them 
and put it back on the car,” White says. 
“With the Romer arm, we can scan 
that part in minutes and save the data 
for us to bend in the future, meaning 
they can take that part back with 
them versus having to wait for hours 
while we hand measure the original.” 

The non-contact tube probes, which 
make up the laser measuring system, 

Custom, hand-bent 
tubes can be scanned 

at BMRS to create a 
CAD or CNC file.
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Pushing the envelope

On the NASCAR racing circuit, the time 

to the finish line between the winner and 

runner  ups can come down to tenths 

of seconds. To earn the checkered flag, 

every advantage must be considered. 

The tolerances for the race cars and their 

individual components are so minute and 

the mandated quality standards they must 

meet so exact, that race car companies 

invest in high-tech manufacturing and 

metrology equipment to gain all the 

advantage that they can. 

But, it is not just about bettering their 

competition. The race cars have to meet 

standards that were established by 

NASCAR’S governing body to improve 

safety but also promote fair competition.

Hendrick Motorsports is one of the 

country’s leading race car companies. 

Some of the famous names that have 

driven Hendrick vehicles include Jimmie 

Johnson and Dale Earnhardt Jr. And some 

of its success may be due to the company’s 

role as an early implementer of test, 

measurement and inspection equipment. 

To meet regulations, the company mirrored 

NASCAR’s efforts by using the same 

metrology equipment used by NASCAR, 

much of which is available from Hexagon 

Mfg. Intelligence.

Hendrick is a longtime user of Romer 

Absolute Arms and GridLok volume-

expansion systems, which are available from 

Hexagon, as well as Hexagon coordinate 

measuring machines (CMMs) to inspect and 

assemble auto bodies, chassis and engine 

components for pre-race fine tuning and 

post-race evaluation.

Recently, Hendrick and Hexagon entered 

into a two-year collaborative agreement, 

allowing Hendrick to preview new 

Hexagon equipment before it reaches the 

marketplace. Hendrick can participate in 

beta testing and provide user feedback 

during the course of development projects.

“This relationship gives Hendrick access 

to additional offerings and emerging 

technologies to drive performance 

across our entire organization,” says Doug 

Duchardt, general manager of Hendrick 

Motorsports. “Working closely with 

Hexagon’s technical personnel provides a 

higher level of training and allows us to see 

the full potential of each product we use.”

Hendrick operates four racing teams and 

runs cars in the Sprint Cup Series from 

the middle of February to late November. 

During that timeframe, the company’s 

cars run in a total of 39 races. To keep the 

cars operational and within specifications, 

redundant parts are stocked for each 

race, and these parts may be customized 

between races based on race factors such 

as track type. Brandon Evans, an engineer 

with Hendrick, says that the metrology 

equipment is used extensively for each  

car, the components, assembly and  

post-race testing. 

“The first thing we do is we build the bare 

chassis,” Evans says. “We use a Romer arm 

to measure all the suspension areas on it, 

and make sure that everything would pass 

inspection by NASCAR.” 

To measure the entire race car, Hendrick 

installed 20 GridLok service plates in its 

shop to move around the car and measure 

it with ease. 

“The arm gives us the accuracy we want 

and speeds up the testing process,” he 

says. “Since we started using these arms, 

we don’t have to use tape measures and 

levels like we used to. Being able to have 

that confidence that we’re able to pass 

inspection is critical. That sets the bar for us.”

That bar was set with the help of Hexagon 

experts who worked closely with the 

NASCAR Research and Development 

Center to develop the methodology used 

to verify and enforce race car design rules 

and exacting standards for chassis design. 

The portable CMMs and the GridLok system 

are used to acquire coordinate data to gain 

insight into vehicle performance.

“Starting in 2006,” Evans says, “NASCAR 

began work on what they called the car 

of the future, the next generation of car. 

Starting that year, they really tightened 

down the tolerances on what we could 

build. Before we used to measure body 

panels in inches, but now we have to be 

within 0.010 in. or less.”
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than the human eye,” Brown says. 
“With these tools, it literally takes us 
minutes to do these jobs.”

White says the TubeShaper is a central 
hub for communication between the 
bending machines and the CMM. It 
stores all the data for individual parts 
as they are scanned or it captures the 
data from CAD files that are supplied 
from the customer. When a customer 
needs a part, the TubeShaper sends 
the appropriate information to 
the designated bending machine. 
White says this can include critical 
information such as springback. 

“If we need a 90-degree bend, it 
might take a 92.5-degree bend to 
get it to 90 degrees because of the 
material springback,” he says, “and we 
can program that.” 

After bending, the tube is scanned 
again to make sure it meets 
specifications. If it doesn’t, then 
new data is inputted to the CAD file 
and sent to the bending machine 
for rebending and testing. Once 
the product meets specification, its 

Wade Brown, co-founder of BMRS 
was pivotal in relocating oil lines 
to a safe location – underneath 
the race car.

are used to scan the entire length of 
the tube, gathering data on size, wall 
thickness, degree of bend and other 
information. The scan is turned into a 
CAD file for future reference. 

“The software allows us to make 
changes much more rapidly and to 
make drawings very quickly, and the 
laser measuring system gives us the 
ability to measure more accurately 

“We’re trying to produce more 
complex bends to route lines 
around components and the space 
is just getting tighter and tighter.”
Rick White, production manager, Brown & Miller Racing Solutions
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HEXAGON MFG. INTELLIGENCE

HENDRICK MOTORSPORTS

BROWN MILLER RACING 
SOLUTIONS

TubeShaper file becomes a reference 
for future parts of that model part.

BMRS utilizes two benders, an 
AddisonMcKee CNC bending machine 
capable of bending 2-in.-dia. tubes 
and a second, smaller Alpine machine 
that can bend tubes from 3/16 in. up 
to 1/2 in. in diameter. To ensure that 
the fluids flow unimpeded, White says 
that it is critical to maintain the tube’s 
roundness, especially when the tube is 
made from thin-wall materials. In this 
case, mandrels are used to fit inside the 
tube’s inner diameter to help maintain 
its structure. 

“The Alpine machine rotates it in all 
directions, so it’s a left-hand bender 
and a right-hand bender,” White says. 
“It’s mainly used to do complex bends 
up to 1/2 in. in diameter.“

White says that the company is always 
trying to better utilize its equipment 
to provide new and better parts for its 
customers. With its new capabilities, 
BMRS can now offer precision bending 
services in a size range of 1/8 in. to 2 
in., in aluminum, steel, stainless steel 

and titanium. But it is the bending 
department where much of the 
innovation resides. 

“We’re trying to produce more 
complex bends to route lines around 
components,” White says, “and the 
space is just getting tighter and tighter.” 

To meet these goals, however, the 
company relies on its TubeShaper-
driven capabilities. 

“It does all the thinking for the 
benders,” he says. “It tells the 
machine ‘I want you to do this’ and 
the machine bends the tube. The 
TubeShaper dictates what’s good and 
what’s not.”
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||  by Larry Adams, senior editor ||
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Large parts need large brakes to bend them

M A C H I N E S



“We can build press brakes at 100 
tons, but our main target audience 
would be 660 tons and up.”

Ursviken does it big. No 
small, double-digit-
tonnage press brakes 
for this Sweden-based 

equipment manufacturer. An 
international entity that does 
business in more than 100 countries 
and operates a U.S. office in Elgin, 
Ill., Ursviken is an expert at big and 
bigger press brakes. 

“We can build press brakes at 100 
tons, but our main target would be 
660 tons and up, says Mike Rose, 
national sales manager for Ursviken 
Inc. “We have built press brakes that 
are more than 10,000 tons. Whatever 
our customers need, we can do.”

While its press brakes are 
customizable, Ursviken offers two 
different platforms, the Optiflex 
and the Optima. The Optiflex is the 
smaller of the two and can reach 
levels of 100 to 350 tons. Big brother, 
Optima, can go from 400 tons on 
up to 10,000 tons, or higher. The 
top amount isn’t a fixed number, 
as tonnage depends on customer 
needs.

Large job needs
And, customer needs can be varied. 
Marten Weidgraaf, general manager 
at Ursviken, says that some of the 
uses for these mammoth machines 
include forming parts for barges 

This press brake is 
a 4,000-ton, 47.5-ft. 
model that has work 
supports, front and 
rear plate positioners, 
and a gooseneck 
punch with rollers for 
quick die change and 
tooling storage.

and ships, power transmission and 
distribution poles, and telescoping 
crane booms. 

“All of these products are typically 
formed on tandem press brakes,” he 
says. “Tandem press brakes are two 
press brakes that are aligned end-
to-end, and can be used as single 
machines or synchronized to  
run together.”

For instance, barges are typically 
fabricated using 40-ft. plate and are 
often formed on tandem 20-ft. press 
brakes. Power poles are fabricated 
on tandem brakes as long as 60 ft., 
and telescoping crane booms can 
be made on tandem brakes or single 
machines up to 60 ft. long.

The sheer size of these parts can be 
back breaking, a problem that press 

Mike Rose, national sales manager, Ursviken Inc.
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brake manufacturers have solved 
with various methods over the years. 

“There are many older machines 
[in the field] being used to make 
power poles with varying degrees of 
automation,” says Weidgraaf. “They 
range from completely manual 
machines where the [metal] sheets 
are positioned with an overhead 
crane and men with pry bars to 
machines with tables front and back 
with manual sheet positioners with 
joysticks.” 

Ursviken has installed several tandem 
pole systems in the United States. The 
setup typically consists of tandem 
30-ft. press brakes with an in-feed 
conveyor with four material pushers 
on the front of the brakes and 
material supports with four pushers 
on the rear of the machine. An 
automatic loading device positions a 
sheet on the in-feed conveyor, which 
moves the part over a lower die. 
At the same time, the rear pushers 
trap the part between the front 
and rear pushers and the material 
is measured with mechanical or 

laser equipment depending on the 
model. After the size is confirmed, the 
part is positioned and formed. Then, 
a part extractor removes the part 
onto an exit conveyor. Ursviken also 
has supplied systems whereby the 
extractor has the capability to bring in 
the new trapezoidal bent part while 
pushing out the formed pole. 

These types of press brake 
applications require considerable time 
to load and reposition the sheet, check 
bend angles and remove the part 
once it is formed, Rose says. Moving 
from part to part requires accurate 
bends, and to attain that requires 
material handling, measurement, 
positioning and other factors. 

Overcoming challenges
Press brakes, in general, can have 
some challenges, such as angular 
accuracy, springback and deflection, 
but these are magnified by the sheer 
dimensions of the metal that these 
giant machines must bend. 

To this end, Ursviken has developed a 
quick die-change upper tool system 

Enormous 
tonnage is 
needed to bend 
short, thick plate, 
as well as long 
lengths.
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with rollers that minimizes friction 
and makes it possible to change 
large, heavy upper tools within 
minutes. This tool system can also be 
complemented with an upper tool 
holder for storing tools when they’re 
not in use. 

Ursviken also offers a fully automatic 
CNC lower die system, the multi-
purpose variable die tool (MP-VDT), 
that adjusts the V opening and has 
rollers in the bed that make long, 
heavy tooling easy to push in and 
out of the press brake. The MP-VDT 
is a fully programmable lower die 
that can achieve setup reductions 
of 80 percent or more. It uses 
interchangeable, sectionalized anvils 
and multiple die openings in the 
same setup.

In addition, Ursviken has developed 
an angular control system that differs 
from conventional crowning systems 
in that there are multiple wedges that 
are separately driven to achieve the 
principal of crowning. This system 
allows for fine crowning adjustment 
over the entire press brake regardless 
of machine length.

Ursviken also has a non-contact laser 
angle measurement system that 
works with an advanced press beam 
positioning system. When forming 
high-tensile plates with a high 
degree of springback, the system can 
accurately adjust the bend angle, 
taking into account the springback. 
No matter the properties or thickness 
of the material, the system enables 
an exact determination of the bend 
angle with an accuracy of better than 
±0.3 degrees. 

This patented system is active 
throughout the bending cycle to 
ensure angular accuracy regardless 
of material variations and forming 
conditions. It’s available for single 
V dies or can be integrated into the 
MP-VDT. The system can be user 
configured with multiple stations to 
measure at strategic positions along 
the bend line. 

The bend angle is measured by 
scanning the projection of a laser 
beam to the surface of the sheet 
metal with a CMOS camera. The 
angle between the laser and the 

The Ursviken CNC VDT variable 
die tool automatically adjusts 
up to 18 in.
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A telescoping crane 
boom is one example of 
a large part produced 
with a press brake.

viewing axis of the camera defines 
the correlation between the position 
of the line in the camera image and 
the angle between the sensor and 
the sheet. With a second sensor at 
the opposite site, the bend angle is 
calculated.

Material handling
Ursviken can supply a variety of rear 
and front gauging as well as supply 
material supports in the front and 
rear of the press brake. The CNC 

controlled support systems not only 
act as a support arm, they also ensure 
accurate material positioning for 
bending. For larger parts, heavy-duty 
plate followers that are synchronized 
with the press beam to support the 
material can be added, Rose says. 
The followers automatically follow 
the speed of the ram throughout 
the bending cycle. These features 
significantly improve part accuracy 
and reduce operator fatigue. 

The high-velocity rear gauges possess 
a huge strength-to-weight ratio with 
minimal intrusion into the forming 
environment. Travel limits have been 
extended in all three dimensions 
(X-R-Z) and enhanced gauge fingers 
increase the gauging versatility. 
Ursviken’s 2-D Smart Gauge with  
full-length gauge ruler makes it 
possible to bend several small pieces 
at the same time. Gauge fingers can 
be fitted. 

A new rear gauge system was 
recently installed at the Outokumpu 
Plate Service Center Nordic in 
Degerfors, Sweden. Outokumpu has 
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experience with bending heavy, 
big-format stainless steel plate for 
chemical super tankers ships. 

At Outokumpu, the profiles it handled 
were getting bigger and bigger 
and the service center needed to 
replace the original rear gauges with 
a new style that could increase the 
accessibility for heavy parts on the 
back side of the machine. A heavy-
duty system was required to handle 
the plate. At the same time, the 
system needed be able to manipulate 
plates and bear the weight. It needed 
to be accurate and have long travel in 
all directions.

The solution was to design a rail 
system lowered in the foundation 
with three separate modules holding 
three axes each, all nine axes 
traveling independently. Now, the 
service center can bend Z profiles 
with a return flange of more than 
1,000 mm in a 90-degree bend at a 
bend line up to 1,700 mm backwards, 
over the length of 10 m.

URSVIKEN INC. 

The experience for this service 
center is typical of many of the 
custom jobs Ursviken delivers. It 
needed to handle larger parts, bend 
them in more complex forms and 
produce them quicker. The team at 
Ursviken looked at the application 
and adapted the company’s 
technology to the job. The next 
job they face may require an even 
bigger, even more customized 
machine. And Ursviken will be ready 
for it. 
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by Ron Pitcher, president, Pitcher Insurance Agency Inc. 

OSHA 
PREPAREDNESS

Being prepared for a 
scheduled or unscheduled 
OSHA on-site visit can save 
direct and indirect costs



W hat do you do when 
OSHA comes to your 
door and wants to do 
a worksite inspection? 

The short answer is let them in – 
because quite honestly, you really 
don’t have a lot of choices. Under 
most circumstances, it wouldn’t be 
wise to try to keep OSHA inspectors 
out, considering they’ll have no 
hesitation in getting a court warrant 
for the inspection. 

More importantly, however, the 
reason to let them in is because 
you’re ready. After reading this 
article, you will know what to expect 
from a site inspection and what to do 
to be prepared. 

Who can be inspected?
OSHA regulations state that the 
agency can inspect any factory, plant, 
construction site, establishment or 
other workplace to investigate all 
pertinent conditions, structures, 
machines, equipment and materials 
without notice.

OSHA inspectors, also called 
compliance officers, prioritize 
inspections in the following order:

1. Imminent danger situations: Top 
priority is given to hazards that 
could cause death or serious 
physical harm. Employers must 
immediately correct the dangerous 
situation or remove employees 
from the facility. 
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Having an assigned 
guide selected prior to an 
inspection will help make 
the inspection process more 
efficient and will also help 
avoid unnecessary delays.
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General areas to 
examine in a self-
audit include personal 
protective equipment, 
evacuation plans, and 
tools and equipment. 

2. Fatalities and catastrophes: For 
incidents in which three or more 
employees die or are hospitalized, 
the employers must report the 
event within eight hours.   

3. Complaints: Allegations of hazards 
or violations by employees. 

4. Referrals: Reports of hazard 
information from federal, state 
or local agencies, individuals, 
organizations or the media.  

5. Follow-ups: Verification by 
compliance officers that previously 
cited violations are corrected. 

6. Planned or programmed 
investigations: Inspections of high-
hazard industries or workplaces 
with high rates of injuries or 
illnesses. 

7. Random audits: Even employers 
with clean safety records may be 
subject to OSHA inspection. 

Inspection overview
Knowing what to expect from an 
OSHA inspection can make the 
experience less stressful. Here is a 
brief overview:
 
Arrival: An inspector arrives at 
your facility during normal business 
hours, unless you are contacted 
prior to the visit. The inspector 
shows you credentials issued by the 
U.S. Department of Labor, which 
authorizes the inspection.
 
Preliminary conference: The 
inspector tells you why OSHA 
selected your company, explains why 
the inspection is taking place and 

reviews with you the standards that 
apply to your industry. You must then 
select an employee to accompany 
the compliance officer during the 
inspection. Having an assigned guide 
selected prior to an inspection will 
help make the inspection process 
more efficient and will also help avoid 
unnecessary delays. 
 
Tour: The compliance officer then 
tours the workplace. The agenda for 
the inspection and its length is at the 
discretion of the officer, although 
most inspectors attempt to cause as 
little interruption to the workday as 
possible. According to the OSHA Field 
Operators Manual, “The main purpose 

Inspections are stressful situations. But, if 
you have done your homework, inspected 
your company regularly and taken steps to 
eliminate hazards, you have greatly increased 
the possibility of a good review.
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Preparing for an OSHA 
inspection can start by 
appointing a company 
inspector who will routinely 
evaluate the workplace and 
conduct self-audits.

of the walk-around inspection is to 
identify potential safety and/or health 
hazards in the workplace. OSHA 
shall conduct the inspection in such 
a manner as to avoid unnecessary 
personal exposure to hazards and 
to minimize unavoidable personal 
exposure to the extent possible.”

Inspection: The compliance officer 
investigates working conditions 
and asks questions of employees. 
They may take photographs or 
record instrument readings relating 
to safety and health hazards; take 
environmental samples; and request 
files recording deaths, injuries and 

OSHA increases fines

In November 2015, Congress 
enacted legislation requiring 
federal agencies to adjust their 
civil penalties to account for 
inflation. The Department of Labor 
has adjusted penalties for its 
agencies, including OSHA.

The new penalties took effect 
August 2, 2016. Citations issued by 
OSHA on or after this date will be 
subject to the new penalties if the 
related violations occurred after 
Nov. 2, 2015.

Type of Violation

Serious,  
Other-Than-Serious 
Posting Requirements

Failure to Abate

$7,000 per violation $12,471 per violation

$12,471 per day beyond 
the abatement date

$124,709 per violation$70,000 per violation

$7,000 per day beyond 
the abatement date

Willful or Repeated

Current Maximum Penalty New Maximum Penalty
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illnesses, or instances of possible 
exposure to toxic materials or  
harmful agents.
 
If the officer points out an easily 
correctable hazard – such as a puddle 
of oil on a walkway – correct it right 
away to demonstrate your concern 
and your cooperation. Your action 
may help avoid an official notation.
 
Closing conference: The inspector 
discusses the findings, identifying any 
possible violations. Penalties cannot 
be discussed at this conference 
because only the OSHA area director 
sets penalties. Later, the officer files 
a report with the area director. Any 
citations or penalties are delivered to 
you via certified mail.
 
Inspections are stressful situations. 
But, if you have done your homework, 
inspected your company regularly 
and taken steps to eliminate hazards, 
you have greatly increased the
possibility of a good review.
 
Even if you are never officially 
inspected, self-evaluations may 

prevent accidents that will save you 
frustrating downtime, costly overtime, 
workers’ compensation claim costs or 
even a potential lawsuit.

Non-compliance costs
As a federal regulator, OSHA has 
come under fire by employers for 
the mounds of required paperwork 
and obsession with endless detail. 
Yet an accident on the job can cost 
an employer millions, beginning a 
complicated cycle that piles expense 
upon expense in fines, compliance 
costs, and lost revenues and 
potentially reduced production.
 
For example: Your best machine 
operator seriously cuts his arm 
because a machine lacks a guard. 
The arm injury prevents him from 
working for six weeks. As a result of 
his absence, productivity declines and 
so do profits. These “profit leakages” 
come from indirect losses that are not 
paid for by your insurer or by a third 
party that is partially responsible to 
whom the loss payment is transferred. 

To stay on schedule, you pay other 
employees overtime. And despite 

paying top dollar for their work, 
these employees are less productive 
because they are fatigued. Tired 
employees are also prime candidates 
for work-related injuries.

Because the worker’s arm injury is 
serious, the problem compounds 
itself with the addition of workers’ 
compensation payments, which 
will increase your mod rate for 

three years. The mod rate is the 
company’s contribution to workers’ 
compensation premiums. 

Furthermore, if the worker has 
sustained serious injury and brings 
suit against the manufacturer of 
the machine that caused the injury, 
that equipment manufacturer may 
retaliate by suing your company  
for negligence.
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If the officer points 
out an easily 
correctable hazard – 
such as a puddle of 
oil on a walkway – 
correct it right away 
to demonstrate your 
concern and your 
cooperation. 

http://www.pitcherinsurance.com/PPESafetyTrainingProgramOffer


 
This injury can become a never-ending 
financial nightmare. As this example 
demonstrates, non-compliance with 
OSHA standards can become a costly 
and unnecessary risk, but there is a 
lot you can do to stay in compliance 
and reduce your costs of risk – without 
spending a lot of time or money.

Planning to avoid risks
You can guard against accidents and 
OSHA citations by creating a self-
inspection procedure. Here’s how:

• Educate your staff. Employees 
should have a working knowledge 
of OSHA standards and regulations 
within your field. Using laser cutting 
as an example, the Laser Institute 
of America and OSHA have worked 
together to develop the OSHA/LIA 
Alliance, a partnership designed 
to foster safety for those who 
work with and around industrial 
lasers and to serve as a source for 
information.    

• Appoint a company “inspector” 
who will routinely evaluate the 
workplace to conduct self-audits. 
For businesses that operate an 

industrial laser, that inspector 
is deemed the laser safety 
office or LSO. An LSO, according 
to the American National 
Standard for Safe Use of Lasers 
in Manufacturing Environments 
(ANSI Z136.9), “shall have 
authority to suspend, restrict, or 
terminate the operation of a laser 
system if he/she deems that laser 
hazard controls are inadequate.” 

 
During your self-audit inspections, 
keep these questions in mind: What 
is the current situation? If an OSHA 
inspector appeared at your door 
today, how would you fare? What 
areas within your facility need to 
improve to increase equipment 
safety? What are employee and 
management attitudes toward 
safety? Is training up to standards? 
 
As one can assume, a visit from 
OSHA entails more than simply 
inspecting a few machines. More 
often than not, the inspector will 
conduct a thorough inspection of 
the entire facility – as accidents can 
happen anywhere. 

PITCHER INSURANCE 
AGENCY INC.

Here is a brief checklist of general areas 
to examine in your self-audit:

• Required employer postings
• Recordkeeping
• Medical services and first aid
• Fire protection
• Personal protective equipment
• General work safety environment
• Floor and wall openings
• Evacuation plan
• Machines, tools and equipment
• Environmental controls
• Electrical safety
• Accident investigation

Complying with OSHA mandates might 
seem difficult, but businesses need 
to be in compliance with pertinent 
laws to avoid OSHA fines. To ease that 
task, various resources are available for 
download, such as “Personal Protective 
Equipment Program and Training 
Materials.”  This white paper includes 
training materials to help you get closer 
to OSHA compliance in the area of 
PPE, including an employee handout, 
presentation instructor notes and a 
presentation quiz.

http://www.pitcherinsurance.com/
http://www.pitcherinsurance.com/PPESafetyTrainingProgramOffer
http://www.pitcherinsurance.com/PPESafetyTrainingProgramOffer
http://www.pitcherinsurance.com/PPESafetyTrainingProgramOffer
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Range of Laser Solutions 
Available from Rofin 
Rofin launched a range of high-power 
lasers for sheet metal processing, 
including units capable of generating 2.5 
kW of laser power from one fiber laser 
unit. The new FL 050 C, a 5-kW compact 
model consists of only two units. The 
compact version is designed for easy 
integration into existing systems. In 
addition, the company launched its new 
HQ version laser (high beam quality), a 
fiber-coupled laser with an output power 
of 4 kW and a 600-micron fiber laser.

360° Flexible Measurement 
Cell Unveiled
Hexagon Mfg. Intelligence’s new 
automated measurement work cell, 
the 360° Flexible Measurement Cell, 
is built on commercial off-the-shelf 
work cell systems integrated with the 
company’s measurement solutions 
for any production space. The 360° 
FMC is scalable, portable and modular. 
It is offered in three configurations, 
ready for in-line, near-line or off-line 
applications. The system is scalable 
as required by specific part size and 
measurement tasks. 

Introducing the Welding Rebel 
ESAB Cutting & Welding Products 
introduced the new Rebel EMP 215ic 
welding system that features the sMIG 
(smart MIG) function that enables new 
users to begin MIG welding with an 
extremely stable arc by setting metal 
thickness and wire diameter. It provides 
an industrial quality arc for MIG, flux-
cored, Lift TIG and stick welding as well 
as difficult-to-weld E6010 electrodes. 
The Rebel has two operating modes, 
basic and advanced, and a controller that 
combines traditional weld parameter 
adjustments with the functionality of a 
smart phone. 

Heavyweight Drives Lift up 
to 180 lbs.
Bug-O Systems released a new “heavy” 
version of its Modular Drive System 
(MDS) that lifts upwards of 180 lbs. in 
the vertical, Z-axis direction, without the 
need of additional gearboxes or other 
load sharing devices. The new MDS uses 
the same control panels, gear racks, 
weavers and accessories so the user can 
use existing components.

Samco Delivers Online Roll 
Forming Guide
Samco Machinery, a manufacturer of 
roll forming machines, uncoilers, roll 
tooling, presses and material handling 
solutions, published a guide to help 
fabricators make informed decisions 
when purchasing roll forming equipment 
and accessories. The guide, which can 
be found on the Samco website, weighs 
the differences between pre-cut and 
post-cut operations and outlines specific 
considerations, such as floor space 
restraints and employee skill level.

Universal Robots Launches 
Online Training Resource
Universal Robots, which produces 
flexible industrial robots, recently 
announced the launch of its Universal 
Robots Academy, a free online training 
resource. The impetus for launching 
the academy was based on the goal of 
making hands-on interactive teaching 
modules available for free with no 
licensing required. 

http://www.rofin-inc.com/
http://www.hexagonmi.com/
http://www.hexagonmi.com/
http://www.esabna.com/us/en/index.cfm
http://www.bugo.com/
http://www.samco-machinery.com/
https://www.universal-robots.com/
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LVD Strippit Adds Press 
Brake Line
LVD Strippit introduced the PPED series 
hydraulic press brakes that feature a 
multi-axis back gauge, CNC crowning 
system and a 15-in. version of LVD’s 
Touch-B graphical icon-driven CNC 
controller. The series offers three models 
(PPED-4, PPED-6 and PPED-7) with 
either two (X, R) or four (X, R, Z1, Z2) 
standard back-gauge axes. The PPED-
7 model in bending lengths from 3 m 
and up is equipped with a crowning 
system as standard. Sheet thickness, 
bend length, punch radius, die opening 
and material data are entered into 
the Touch-B control to determine 
the amount of crowning required to 
compensate for bed and ram deflection. 

Bunting Magnetics 
Appoints CFO
Bunting Magnetics Co., producers of 
magnet and magnetic equipment, 
appointed Steven Peiffer as the 
company’s chief financial officer. Peiffer 
brings more than 10 years of experience 
to Bunting Magnetics, including an 
extensive background in accounting, 
finance, analysis and acquisitions. 

Safety Alert: Don’t Cut  
Old Drums
A new safety alert against cutting old 
drums has been released by SafeWork NSW.
As explained in this video, cutting empty 
drums has injured and killed workers, 
including a 34-year-old welder seriously 
injured when he attempted to cut into a 
drum with an oxyacetylene torch. Drums 
that contain flammable liquids, such as 
fuels, solvents, paints, etc., can explode 
when exposed to heat and/or sparks 
from angle grinders, plasma cutters, 
welding, oxyacetylene burners and electric 
metalcutting saws.

Coe Appoints Director  
of Service
Coe Press Equipment has named Tim 
Terry as director of service, a new position 
developed to promote Coe’s growing 
service offerings. In this position, he 
will be responsible for developing and 
managing all the service group offerings, 
meeting unit sales objectives, establishing 
order processing procedures and project 
management protocol, and supervising 
the service team. 

AMT, SME Co-Produce Five 
Manufacturing Events
AMT, the Association for Manufacturing 
Technology and the SME have partnered 
together to produce a series of regional 
co-branded trade shows focused on the 
manufacturing technology industry. The 
collaboration encompasses the existing 
Eastec, Westec, South-Tec, Houstex and 
Mfg4 events. The new events will feature 
a blend of education, applications and 
technology innovation, particularly 
in the areas of digital manufacturing, 
automation, MTConnect and the 
Industrial Internet of Things, or IIoT.  

T. J. Snow Announces 2017 
Seminar Schedule
T.J. Snow, a supplier of resistance 
welding equipment, is hosting a series 
of classes in 2017 that covers the basics 
of resistance welding with subjects 
ranging from terms to force delivery 
systems, welding transformer operation 
and setup. The classes will be held in 
various cities throughout the United 
States. The schedule can be found on 
the T.J. Snow website.
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http://www.lvdgroup.com/us/metalworking-tools.aspx
https://buntingmagnetics.com/
https://www.youtube.com/watch?v=FpBoOhnnlKc
http://www.cpec.com/
http://www.amtonline.org/
http://www.amtonline.org/
http://www.sme.org/sme-and-amt/
http://tjsnow.com/
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Rattunde Celebrates 
Anniversary 
Rattunde Corp., a builder of metal 
tube and bar processing machinery, 
celebrated the company’s 10-year 
anniversary with a technology open 
house at its headquarters in Caledonia, 
Mich. The event included live machine 
demonstrations, onsite technical 
discussions and personal meetings with 
Rattunde technology experts.

Mike Murray Driving Jet 
Edge’s #48 Chevrolet
Waterjet systems manufacturer  
Jet Edge Inc. sponsored a car in the 
All-American 400 auto race held Oct. 2. 
Mike Murray drove the #48 Jet Edge/
Choice Waterjet Parts Chevrolet in the 
400-mile race. Additional sponsors 
include dtiCORE and IGEMS. Murray, a 
driver in the Nashville Pro-Late Model 
series, raced in the Pro-Late Model 100 
Lap race on Sunday afternoon. Murray 
is president of Murrco Fabrication Inc., 
a provider of metal fabrication services 
and manufacturer of tool carts for 
performance racing teams and  
racing enthusiasts.

Amada Miyachi Donates 
Laser to Veteran Program
Machining equipment manufacturer 
Amada Miyachi America Corp. donated 
a LMWS laser marking workstation 
to Workshops for Warriors (WFW), a 
nonprofit organization that provides 
vocational training to returning, 
wounded and disabled veterans of the 
U.S. Armed Services. San Diego-based 
WFW will incorporate the new LMWS 
laser marking workstation into its 
existing curriculum. Students will use it 
to learn how to mark metals, ceramics 
and many plastics.

nLight to Showcase High-
power Fiber Lasers at 
Fabtech
nLight will exhibit its new high-power 
fiber laser platform at Fabtech 2016 
in Las Vegas at booth No. N1229. The 
nLight alta is available at power levels 
of 500 W through 8 kW and is designed 
for advanced industrial metalcutting 
and welding applications. The fiber laser 
delivers stable processing of polished 
stainless, aluminum, brass and copper. 
Its proprietary design enables tool 
integrators and end users to manage 
maintenance and service, resulting in 
higher machine uptime, lower cost of 
ownership and improved customer 
experience.
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Manufacturing Technology 
Orders on the Rise
U.S. manufacturing technology orders 
were up in August both over the 
previous month and compared to the 
same month a year ago, according to 
a report from AMT, the Association For 
Manufacturing Technology. Growth was 
spread throughout all the regions tracked 
by the survey, and spread over several 
key industries. Manufacturing technology 
orders for August 2016 were up 15.9 
percent compared to August 2015 and 
up 34.4 percent compared to July. August 
2016 manufacturing technology orders 
were valued at $336.58 million, compared 
to $250.40 million in July and $290.29 
million in August 2015.

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

TIGHT SPACES:
Fume extraction for shipbuilders

13 TIPS:
Advice for oxyfuel users

QUALITY EDGE: 
Laser tech improves cuts

TOWER OF POWER:
Material handling for lasers

More Information is Just a Click Away!

Techgen Media’s Turnkey Email Campaigns 

Email rates 

Select by Technical 
Interest

Base price: 

Bending/Folding: 45,234

Stamping: 20,185

Punching: 23,865 

Sawing: 31,727

Shearing: 19,396

Plasma Cutting: 26,603 

Waterjet: 4,241 

Laser Cutting: 14,461

Laser Welding: 

Welding: 

4,612 

109,773 

 
$100/M

Minimum Order Quantity: 5,000

Techgen Media Group Email Campaigns 
offer a cost-effective way to expand your 
message reach and engage with qualified 
buyers. By having access to our more than 
195,000 opted-in subscribers, you can 
deliver professionally designed content 
to decision makers in targeted industry 
segments.

Leverage Email Campaigns to:

• Keep readers up to date on your 
products, processes and services. 

• Increase foot traffic at your industry 
trade show booth. Be it Fabtech Canada, 
Fabtech Las Vegas, Fabtech Mexico, Mfg 
4, IMTS or Westec, reach a broad audience 
of readers within a 500-mile range of the 
trade show where you’ll be exhibiting. 
 

How it works: 

• Provide us with your targeted content, 
including text, images and video. 

• Choose the industry segments that best 
fit your products and services. 

• Let us do the rest — from designing your 
Email Campaign to implementing best 
practices for delivery. 

How it works: 

• We provide you with open and click 
through rates. 

• Recipients have already opted into 
our mailing program and consider us 
as a trusted source for manufacturing 
information  

• An education-first approach enhances 
the authoritative voice of your message 
and establishes your company as a highly 
valued and trusted resource.

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

http://weldingproductivity.com/issues/
http://www.shopfloorlasers.com/magazine-issues
http://magazine.weldingproductivity.com/2016/oct/d/#page17
http://magazine.weldingproductivity.com/2016/oct/d/#page58
http://magazine.shopfloorlasers.com/2016/oct/d/#page18
http://magazine.shopfloorlasers.com/2016/oct/d/#page53
mailto:aberg%40techgenmedia.com?subject=
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