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Can you control sophisticated 
machine tools with one-touch

simplicity?

Yes, you can.
With an easy-to-navigate graphical interface and an updated high-speed processor,  AMADA’s new

AMNC 3i Controls make it simpler for anyone to get up to speed. In addition, by incorporating an
AMNC 3i Control on all of its newer model press brakes, turret punch presses, lasers and punch/laser 

combination machines, AMADA has created continuity which facilitates employee cross-training.

Large (21.5" for blanking and 18.5" for bending) touchscreens allow users to easily see important
information and quickly load programs based on fi lename. Thumbnail views of parts or nests provide for 

fast and easy identifi cation. The large screen also ensures that editing of shopfl oor programming
can be achieved effi ciently.

Multiple control and machine settings are consolidated onto a single screen menu. Information is
easily accessed by simply using a search bar and category fi lters, and multitasking has never been

more fl uid. While lasers, turrets, and combination machines are running, additional NC programs can 
be opened and edited to seamlessly accommodate rush jobs. G-Code and its corresponding part/nest 

drawing can be viewed side-by-side — to verify what geometry has already been processed. In addi-
tion, new nests can be created, or parts can be added to an existing nest on-the-fl y. For bending

applications, more information is visible to the operator during production, such as tool locations,
3D part views with complete bend sequence, and machine adjustments. 

The AMNC 3i Control is network-ready and compatible with AMADA’s suite of offl ine programming 
software. In short, AMNC 3i (intelligent, interactive, integrated) Controls are easily the smartest

choice for all your bending and blanking needs.

180 Amada Court  •  Schaumburg, IL 60173
www.amada.com/america

877-262-3287

AMADA AMERICA, INC.Stay In Touch...
With What’s Next.
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|   EDITOR’S LETTER 

ACROSS THE BOARD

Since day one, FAB Shop Magazine Direct has 
focused on covering the world of metals 
fabricating – from bending and rolling to 
welding and cutting and beyond. Along 
the way, we discovered that some topics 
could use expanded coverage. Hence the 
introduction of a series of new magazines, 
including Welding Productivity, Shop Floor 
Lasers and Sawing Productivity.

As is true with FAB Shop, those publications 
put a priority on new developments in the 
metals fabricating industry. In the February 
issues of the above-listed publications, 
we laid out the trends and challenges that 
fabricators and manufacturers will face in 
the coming year. Unsurprisingly, Industry 
4.0 was a topic covered across the board – 
and it’s one that comes with a familiar set  
of hurdles.  

“Industry 4.0 is having a significant impact 
on the industrial workforce, and one of 
the top challenges will be the lack of 
qualified employees from the perspective 
of retraining the existing workforce and 
ensuring our educational systems are 
preparing students with training in these 
fundamentally new skills,” says Kathie 
Poindexter, senior manager, product 
marketing at Epicor Software Corp. “Low 
prioritization and lack of management 
commitment could be the most challenging 
of all for some organizations. As with any 
IT project, it’s important to have clear plans 

for implementation and metrics to measure 
success as well as adequate resources to 
support projects from a financial and talent 
investment perspective.”
 
Poindexter also says that growth in Industry 
4.0 environment will be “intrinsically 
linked with a business’s ERP system that 
needs to support connections among 
machines, production processes and 
systems. Next-generation ERP solutions 
will put manufacturers in a better position 
to meet the fast-paced and connected 
requirements of Industry 4.0. Integration 
between production and management 
discipline and ERP and MES systems will 
help manufacturers realize the growth 
opportunities presented by this new age of 
intelligent manufacturing.” 

To stay in-the-know with the multiple 
trends hitting the scene in 2017, the team 
at Techgen encourages our readers to 
branch out and delve into our full family of 
publications. Read our forecasts in Welding 
Productivity, Shop Floor Lasers and Sawing 
Productivity for more in-depth reporting.    

Abbe Miller  

editor-in-chief

amiller@techgenmedia.com

http://magazine.weldingproductivity.com/2017/jan/d/#page11
http://magazine.weldingproductivity.com/2017/jan/d/#page11
http://magazine.shopfloorlasers.com/2017/feb/d/#page11
http://magazine.weldingproductivity.com/2017/jan/d/#page50
http://magazine.weldingproductivity.com/2017/jan/d/#page50
mailto:amiller%40techgenmedia.com?subject=
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FAB Shop Magazine Direct is a registered trademark 
of Techgen Media Group. We publish monthly. All 
rights reserved under the U.S., International and Pan-
American Copywrite Conventions. No part of this 
publication may be reproduced, stored in a retrieval 
system or transmitted in any form or by any means 
such as mechanical, photocopying, electronic recording 
or otherwise, without the prior written permission of 
Techgen Media Group. Contact us at 732-239-8499 for 
permission. Produced in the U.S.

THE INFORMATION CONDUIT FOR 
FABRICATING AND STAMPING 
PROFESSIONALS

SUBSCRIBE FORWARD

EDITORIAL

Abbe Miller, Vice President/Group
Editorial Director
phone: 847.749.6956
email: amiller@techgenmedia.com

Susan Woods, Managing Editor
phone: 847.973.2271
email: swoods@techgenmedia.com

Larry Adams, Senior Editor
phone: 773.392.1096
email: ladams@@techgenmedia.com 

Jimmy Myers, Senior Editor
phone: 503.964.7519
email: jmyers@techgenmedia.com

Kip Hanson, Senior Editor
phone: 520.548.7328
email: khanson@techgenmedia.com

Molly McCormack Moody, Editorial 
Assistant
phone: 262.501.6897
email: mmoody@techgenmedia.com

Justin Stivers, Director of e-Media
email: jstivers@techgenmedia.com

Kyle Grossi, Office Manager/Accounting 
email: kgrossi@techgenmedia.com

SALES

Alan Berg, Vice President/Sales
phone: 732.995.6072
email: aberg@techgenmedia.com

Neil Kelly, National Sales Manager
phone: 610.584.5560
email: nkelly@techgenmedia.com

PRODUCTION

Angle180 Inc. 
phone: 847.439.6226
email: sarunas@angle180.com

QUOTE & ORDER
WILA TOOLING
ONLINE

IMPROVE YOUR PRODUCTIVITY 
webshop.wilausa.com

A SERIES ON PRESS
BRAKE PRODUCTIVITY

1-888-696-9452

—
To offer our customers even better service, WILA 
has launched an intuitive Webshop for Tooling. 
Quotes can be accessed directly, prices and 
delivery times are shown and orders can 
be placed by selecting your WILA Authorized 
Service Partner.

—

w
w

w
.w

ila
us

a.
co

m

V O L U M E

06

WIL160547_Advertentie webshop_212,7x273mm.indd   1 02/08/16   09:35

http://FORM2#
http://FORM1#
mailto:amiller%40techgenmedia.com?subject=
mailto:swoods%40techgenmedia.com?subject=
mailto:ladams%40%40techgenmedia.com?subject=
mailto:%20jmyers%40techgenmedia.com?subject=
mailto:khanson%40techgenmedia.com?subject=
mailto:mmoody%40techgenmedia.com?subject=
mailto:jstivers%40techgenmedia.com?subject=
mailto:kgrossi%40techgenmedia.com?subject=
mailto:aberg%40techgenmedia.com?subject=
mailto:nkelly%40techgenmedia.com?subject=
http://www.angle180.com
mailto:sarunas%40angle180.com?subject=
http://www.wilausa.com/


FEATURES

How Scotchman Industries grew from humble beginnings in a 
tiny town to celebrating 50 years in business

They might be compact, but the available options for these press 
brakes are big

A Keystone State fabricator saves time and reduces risk with 
a stretch wrap machine 

Collaborative robots deliver a fast return on investment for 
the production of firefighting equipment 

Ironworkers

Press Brakes

Load Containment

Machining Automation

Half-century celebration

Small but strong

Wrap it up

Tasked for greatness

9

18

26

32
Editor’s Letter
Mfg. Etc. 

DEPARTMENTS

Industry News

New Products

9

26

February 2017 5

SPECIAL SECTION

SAWING PRODUCTIVITY

http://www.rofin.com/en/
http://www.rofin.com/en/


DIGITAL DATA TIDAL WAVE
by Kathie Poindexter, senior manager, 
product marketing, Epicor Software Corp.

Industry 4.0 is fast gaining recognition 
in the manufacturing industry as a 
means to hone operational execution 
and competitive edge. But many 
organizations struggle with bringing 
its true potential home to the plant 
floor. 

Industry 4.0 is the materialization 
or outcome of how the networked 
economy – the dynamics of real-
time connectivity between people, 
devices and businesses – and the 
Internet of Things (IoT) manifest 
themselves within the manufacturing 
industry, specifically. Currently, a 
host of connected technologies 
are advancing rapidly, including 

TRUMPF_RapidCut_Laser_Ad_FabShop.indd   1 1/13/17   7:11 AM

high-quality sensors, more reliable 
and powerful networks, high-
performance computing, robotics, 
artificial intelligence and cognitive 
technologies, and augmented reality. 

According to Gartner Research, by 
the year 2020, it is estimated that 
more than 50 billion devices will be 
connected to the internet. Potentially, 
many of these connected devices 
will be machines supported by 
“smart controls” located on the shop 
floor of many small and mid-sized 
manufacturers. 

These connected technologies along 
with 3-D printing, cloud computing, 

http://www.epicor.com/offers/erp.aspx?utm_source=google&utm_medium=paidsearch&utm_term=epicor%20software&utm_campaign=70134000001Fq3F&utm_content=g-c&kclickid=01f674fb-8900-4e2e-8474-692d4a426710&gclid=Cj0KEQiAzsvEBRDEluzk96e4rqABEiQAezEOoFSv3JOegO7skkMAe8YDtE4oI2hjwZdUJdYGCzNJT1oaApsh8P8HAQ
http://www.us.trumpf.com/en.html
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 Abbe Miller at amiller@techgenmedia.com

result from increased digitalization on 
the manufacturing floor. While data 
sharing is becoming synonymous 
with Industry 4.0, many organizations 
today lack the data platform that 
can aggregate and analyze data to 
deliver insights to support informed 
decisions. 

In the Industry 4.0 world, 
organizations need flexible 
cooperation across departments 
– from the shop floor to the top 
floor – and today’s next-generation 
ERP (enterprise resource planning) 
platforms leveraging the cloud, 
mobile and even social enterprise 
technologies play an important 
role in supporting collaboration. 
User-friendly, real-time access 
to ERP information via tablets 
and smartphones will become 
increasingly essential where users in 
varying roles within an organization 
have unfettered access to the right 
slices of ERP data. 

Next-generation enterprise social 
sharing capabilities embedded 
in ERP are also changing the way 

mobile devices and big data will 
change how products are designed 
and produced and will impact how 
data is gathered, stored and analyzed. 
Collectively, these technologies 
will have a profound impact that 
will change manufacturing in 
unprecedented ways.

One misconception is that Industry 
4.0 approaches are ideal for large 
manufacturers only. In reality, Industry 
4.0 approaches will likely be applied 
to the work of manufacturing in small, 
targeted and powerful ways. Taking 
a wait-and-see approach can be to 
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Businesses That See  
an ROI on IoT in  
Two Years or Less

a manufacturers’ detriment, as the 
time-to-value can be relatively quick 
and potent.

For example, 
PricewaterhouseCoopers says 55 
percent of businesses will see a return 
on investment (ROI) from the IoT in 
two years or less. What this means is 
businesses that put the IoT to work 
are already beginning to realize their 
ROI. 

One of the things manufacturers 
can do today is to prepare to tame 
the digital data tidal wave that will 

people interact, making it easier 
to collaborate quickly and easily 
and bringing external partners, 
suppliers and customers into 
business processes. Information from 
these informal discussions is stored 
centrally in context with ERP data, 
becoming part of the “corporate 
memory.” 

For manufacturers, growth in an 
Industry 4.0 world will be intrinsically 
linked with their ability to support 
connections between machines, 
production processes and systems. 
Next-gen ERP solutions will put 
manufacturers in a better position to 
meet the fast-paced and connected 
requirements of Industry 4.0 and 
tame the digital data tidal wave. 

55%

mailto:amiller%40techgenmedia.com?subject=


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
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How Scotchman Industries grew from 
humble beginnings in a tiny town to 
celebrating 50 years in business

HALF-CENTURY 
CELEBRATION

|| by Jimmy Myers, senior editor ||

Art Kroetch made his humble beginnings 
producing farm-related products in this 
old structure in the 1950s.



Big businesses in small towns – 
sometimes it just works. 
Sure, there are challenges, 
but Scotchman Industries 

Inc., located in Philip, S.D., a town of 
880 residents, not only made it work, 
they’re thriving. In fact, 2017 marks 
the company’s 50th year in operation.
 
Art Kroetch founded Scotchman 
in 1967 after years of making and 
selling farm-related products to area 
ranchers and farmers out of a small 
shop starting in the 1950s. Gates 
and chutes, pickup stock racks, corral 
panels – these were the staples of 
Kroetch’s business in the early 1960s.
 
One of the most important of 
the early milestones for Kroetch’s 
company involved the purchase of 

Art Kroetch 
founded 
Scotchman after 
purchasing the 
patent for the 
first hydraulic 
ironworker. He 
built his first 
machines in a 
small garage 
before moving 
the company into 
an old eight-lane 
bowling alley in 
Philip, S.D. 

a patent for a hydraulic ironworker, 
the first of its kind. The year was 1966 
and the machine Kroetch created the 
next year around that patent would 
alter the course of his career and 
offer a staple for employment for the 
residents of his small town that he 
held dear to his heart.
 
Art Kroetch could see the need for 
hydraulic ironworkers, even if the 
person who designed it thought the 
market was nearly saturated.
 
“My dad saw past that saturation,” 
says Jerry Kroetch, who took the job 
as president of Scotchman 16 years 
ago. He says the inventor of the patent 
made and sold 112 machines, thinking 
he couldn’t sell more. Scotchman has 
since sold thousands upon thousands 
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Scotchman moved into a former eight-lane bowling alley in the early 
1970s and has since expanded to a 120,000-sq.-ft. production facility.

In this video from the 1980s, Scotchman 
founder, Art Kroetch, talks about his company.

of them. “Hardly a day goes by that we 
don’t take an order for an ironworker,” 
he says. “We keep asking ourselves, 
‘when will we saturate the market?’”

Today, Scotchman is the oldest 
and largest hydraulic ironworker 
manufacturer in the United States and 
the largest manufacturer of circular 
cold saws in North America.

Four years after founding the 
company, Art Kroetch moved 
production into a former eight-lane 
bowling alley in Philip. During the past 
40-plus years, the company has added 
onto that building several times over, 
and it is now spans 120,000 sq. ft.

Small-town difference
Today, Jerry Kroetch is at the helm at 
Scotchman, carrying on a tradition of 
proudly producing American-made 
machines that continue to add value 
for manufacturers. Kroetch is just as 
excited to talk about his employees as 
he is Scotchman’s products.

“There are pros and cons both ways,” 
Kroetch says of being headquartered 
in a small town. “The biggest benefit 

is our employees. Most of them are 
local people. The community means 
as much to them as the factory does.”

The town is not only small, it’s also 
uniquely rural. Kroetch says Philip 
residents have to drive 85 miles in  
any direction to find their first 
stoplight. Like most small towns, the 
residents know everybody within 
miles of the city limits, offering a 
degree of camaraderie that large 
cities don’t experience.

“Most of us grew up together,” 
Kroetch explains of Scotchman’s 
employees. “They take a tremendous 
amount of pride in what they do and 
in doing it well. It’s that small-town 
family aspect that makes Scotchman 
thrive on a day-to-day basis.”

Another advantage to having 
employees from a rural area is that 
many of them grew up on a farm or 
ranch, working the family land in 
their youth, and developing a strong 
work ethic.
 
“Many start working a job when 
they’re 14, 15, 16 years old,” Kroetch 
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says. “It’s hard to find that in a bigger 
city. Most of the residents in bigger 
cities don’t go out and find part-time 
work until they’re out of high school 
and they’re never taught how to 
work. Our employees were taught 
how to work long before they started 
here. It’s a huge asset for us.”
  
American made
Kroetch is an obvious advocate for his 
community, but he’s also extremely 
proud to be part of a company that 
can tout “American made.” While they 
don’t see a great amount of benefit 
from that in a marketing sense, they 
all take pride in it.
 
The American-made pride is evident 
in the production facility as an 
American flag is draped at either end 
of the plant.
 
“American made is near and dear 
to all of us,” Kroetch says. “Not just 
myself, but to every employee here.”
 
Scotchman took a number of 
products to Las Vegas in November 
for Fabtech. Kroetch says he had 

several people come to their booth 
and place orders for their machines 
simply because they are American 
made.

“We employ nearly 10 percent of the 
people in Philip,” Kroetch explains. 
“American-made is a big deal for this 
community and we are all proud of it.” 

Building tradition
Throughout the years, Kroetch 
hasn’t been passively involved in 
the company. In fact, he’s held just 
about every position in the company 
since he was a kid. He’s swept floors, 
taken on welding and machinist 
responsibilities, and worked in 
customer service and as a sales 
manager. Even though he’s president, 
he still makes a point to get to know 
the employees if he doesn’t already 
know them, and he’s not above 
tackling ground-floor positions  
when required.

“I’ll still go out and load trucks if it’s 
needed,” he says.

Kroetch says the company started 
out producing a 30-ton machine 



in the 1960s. Fifty years later, they 
manufacture 13 different models of 
hydraulic ironworkers, from 45- to 
150-ton machines. They produced a 
machine years ago that was classified 
as single-operator, and now  offer 
dual-operator machines, so two 
people can work with the machines 
at the same time.
 
For a short time after his father retired 
in the late 1970s, new management 
began importing circular cold saws 
from Taiwan. It made sense to expand 
into these  saws because they pair 
well with ironworkers. However, the 
quality of the product from Taiwan at 
that time was lacking, so they began 
reaching out to a manufacturer in 
Holland.
 
The quality was phenomenal, Kroetch 
says. Scotchman imported a high 
volume of the circular cold saws 
until 1988 when they started a joint 
venture with the Dutch company 
to manufacture the saws in Philip. 
In 1993, the Dutch partner went 
bankrupt, leading Scotchman to buy 
out the 50 percent ownership from 

the Dutch company, making all  
their products truly American made  
once again.

Scotchman has also added bandsaws 
and tube and pipe notchers to their 
product lineup.  

Staying current
While Scotchman holds on tightly 
to its traditions in western South 
Dakota, they’re not immune to 
grasping on to new technology to 
add value. Mike Albrecht, national 
sales manager for Scotchman, 
says they are currently invested in 
automation, particularly in their 
advanced feed system. Ironworkers 
aren’t going to change much, he says, 
but they are working on automated 
systems to make their ironworkers 
and circular cold saws more efficient 
and effective for the customer.

For instance, ironworkers can  
now be equipped with automated 
punch systems, which the company 
rolled out at Fabtech in November. 
With this automated feature, 
operators no longer have to take 

This is the hydraulic 
ironworker that started 
it all. Scotchman is 
the oldest and largest 
hydraulic ironworker 
manufacturer in the 
United States. 

February 2017 13

Scotchman is celebrating 
their 50th year in operation. 
The company employs 
roughly 10 percent of the 
residents of Philip, S.D.

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

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

THE SOLUTION PREFERRED 
BY METAL FABRICATORS!

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

VERSATILITY! VERSATILITY! 
DEPENDABILITY! DEPENDABILITY! 

QUALITY! QUALITY! 
POWER! POWER! 

LEASING
AVAILABLE

http://www.scotchman.com/


the time-consuming steps to lay out 
each hole that needs to be punched 
on the material. The automated 
system allows the operator to index 
each hole and let the feeder system 
automatically run the material exactly 
where it needs to be for each punch.
 
“It simplifies the punching process 
by taking that step away from the 
operator,” Albrecht says. “All the 
operator has to do is step on the 

Scotchman produces 
ironworkers ranging 

from 70 to 150 tons of 
punching power. This dual 

operator model has 95 
tons of punching capacity.

pedal to make the hole when  
the pusher moves the material  
into position.”
 
Albrecht says automation drastically 
improves production. However, 
Scotchman won’t fully automate 
a machine due to safety concerns. 
Ironworkers have multiple stations 
running at the same time, which would 
make full automation dangerous for 
operators, Albrecht explains.
 

https://www.angle180.com/
https://goo.gl/M4lz3D


The feeding/stop system for 
the ironworkers also works with 
Scotchman circular cold saws. In 
some cases, it’s used as a pusher and 
in others it works as a programmable 
stop. Using a Windows-based tablet, 
all indexing can be done via a 
touchscreen. Training a new operator 
on the system, Albrecht says, can take 
as little as four or five minutes.

While Scotchman continues to 
eye new processes to evolve its 
offerings, it continues to make parts 
for machines that are still in use by 
customers after 50 years.

Albrecht says he sees the future of 
the company focused on quality 
saws and ironworkers, yet with value 
added in the peripheries.

“Ironworkers and saws are a staple in 
any fab shop, which I see continuing 
forever,” he says. “They’re the base 
machines that do the bread and 
butter work. I don’t foresee them ever 
going to full CNC, full computerized 
machinery. They’re still some of your 
basic manually operated machines. 
We’ll just continue to add value to our 
product line.”

The DO 95/140-24M 
ironworker allows two 

operators to perform two 
different fabricating functions 

at the same time. This model 
offers a 95-ton punch, an angle 

and plate shear as well as a 
rectangle notcher.
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SCOTCHMAN INDUSTRIES INC.

Whether you’re replacing capital equipment or purchasing consumables, finding 
and qualifying new suppliers adds to the workload of an already busy shop owner 
or production manager. Sorting through the thousands of companies that provide 
products to the metalworking industry can be both time consuming and frustrating. 

But that’s about to change! 

U.S. Metalworking Sourcebook is a 
powerful, easy-to-use online resource that 

brings buyers and sellers together. 

The Sourcebook is a research search tool already seen by over 280,000 job shop and OEM buyers of all levels 
throughout the U.S., Canada and Mexico. It was developed by Techgen Media Group, publishers of Fab Shop 
Magazine Direct, Shop Floor Lasers and Welding Productivity.  We know metalworking, and we know how to 
help you find the supplier that best matches you needs, and with only a few keystrokes.

WE’VE TAKEN SOME OF THE 
WORK OUT OF METALWORKING.

WHERE BUYERS AND SELLERS MEET  •  USMetalworkingSourcebook.com

S O U R C E B O O K

METALWORKINGU.S.

Log on to USMetalworkingSourcebook.com today to activate your listing. 
More than 3,000 companies are already included.

 
“You should have seen the evil look 
he gave me,” Kroetch recalls. “My dad 
was born and raised on a farm 15 
miles north of Philip. This is home. 
It’s always going to be home. My 
dad spent a lifetime making sure 
Scotchman Industries stayed in  
Philip, and I’m going to try to do the 
same thing.”

Staying local
Kroetch says he has no intention 
of ever moving Scothman’s 
headquarters out of Philip, let 
alone out of the country. He might 
have had doubts about this many 
years ago during the winter when 
temperatures plummeted to sub-
zero, prompting him to inquire of 
his father why he decided to found a 
company so far north. He wondered, 
“Why not go south into more 
moderate climates?”

Take a tour of Scotchman’s production facility in Philip, S.D.
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Small but 
STRONG

|| by Larry Adams, senior editor ||

They might be compact, but 
the available options for these 
press brakes are big



The small press brake. 
Compact and fast. Moveable 
by forklift when needed and 
capable of bending small, 

complex parts as well as some larger 
sized parts, if need be. Electric or 
hydraulic driven or a hybrid system. 
Manual or robot fed. Automatic 
toolchangers, lasers for precision 
bending, superior ergonomic options, 
intuitive controllers. Today’s models 
come in multiple formats with a 
plethora of options. 

At Fabtech 2016, many small press 
brakes were showcased, and most 
featured electric- or servo-driven 
technology. For bending small parts, 
says Scott Ottens, product manager, 
Amada America Inc., the industry 
is moving away from traditional 
hydraulic systems because of speed. 
Electric press brakes are typically 
faster for small parts. 

Acceleration and speed potential are 
the biggest advantages of electric-
drive technology, agrees Tom Bailey, 
Trumpf Inc.’s TruBend product 
manager. “The larger the part, the 

less benefit you will see from a fast 
press brake because the weight and 
handling of the part becomes the 
real bottleneck. Based on that, the 
size of the components required 
in production tends to lead an 
equipment buyer toward electric- or 
hydraulic-drive brakes.”

Speed is also important in production 
situations where the press brake 
supports other processes. “Higher 
stroke rates allow press brakes to 
be more in line with the upstream 
process machines, such as the laser 
or the punching machine,” says Tony 
Marzullo, press brake development 
manager for LVD Strippit.

For those companies searching for 
a press brake, especially to produce 
smaller and complex parts, FAB Shop 
Magazine Direct showcases a range of 
equipment to address those needs.

High-speed press brake
The EG 6013 press brake from Amada 
is an ultra-high precision, high-
speed compact brake that features 
an advanced dual-servo power drive 

“Instead of pressing 
and holding a 
mechanical foot pedal 
thousands of times per 
day, the operator only 
has to break a light 
beam with the tip of his 
toe to initiate the cycle.”

Paul LeTang, product manager of

press brake/tooling, Bystronic Inc.
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Amada’s EG 6013 press 
brakes utilize a dual-servo 
power drive system that 
features a bending motor 
and a 1.3-kW motor for 
approach and return.

we have a larger high-torque motor 
that kicks in when the machine goes 
into bending that can generate more 
force,” Ottens says. “We can get 66 tons 
out of our 1.3-kW motor.”

Other features include a 5-axis L-Shift 
back gauge, which speeds setup for 
complex parts. High-speed movement 
ensures that the gauge fingers are 
positioned as quickly as the operator 
positions the part. The unit also 
features automatic angle measuring, 
offline programming, multiple part 
load/unload stations and an automatic 
toolchanger.

Amada also offers the EG 6013 AR, a 
robotic version of the 6013 with the 
power and precision of a servo electric 
press brake with an advanced bending 
robot engineered for unmanned 
production of any lot size or part mix. 

The back gauge of the EG 6013 AR 
is equipped with tactile sensors that 
detect the position of the part in the  
X and Y directions prior to bending 
and initiate corrective measures if  
the sensors detect that tolerances 
have drifted.

system for fast approach, bending 
and return speeds. The  power drive 
contains two AC servomotors that 
include a 2.9-kW motor for bending 
and a 1.3-kW motor for approach  
and return. 

“We use the high speed for very 
fast approach and return, and then 
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Several unloading options are also 
available. Completed parts can 
be stacked by the robot, placed 
in boxes or on a synchronized 
conveyor belt. The robot can 
change bending tools and 
grippers automatically and handle 
workpieces throughout the entire 
process.

The expert press brake
The Xpert 40 press brake from 
Bystronic Inc. is a 40-ton unit that 
offers two new options: an optional 
bending line laser for bending a part 
without using the back gauge and 
an optical foot switch that increases 
speed and improves ergonomics. 

Paul LeTang, product manager of 
press brake/tooling at Bystronic, 
says it’s not always possible to 
position parts on the Xpert 40 using 
the back gauge. One example would 
be a conical part because that shape 
doesn’t provide a stop position. By 
projecting the optional bending line 
laser directly onto the surface of the 
part, the operator can position and 
bend the part without a back gauge.

For parts that can be bent with the 
back gauge system, the Xpert 40 
features up to six axes that enable the 
production of highly complex shapes. 

“The 6-axis back gauge has the 
ability to ‘capture’ the part,” LeTang 
says. “This capture feature allows for 
processing more complicated shapes 
by not only ensuring the gauge 
locations are correct in the typical X 
direction, but they ensure the gauge 
locations are correct in the Z and R 
directions, as well.” 

The optical foot switch allows 
operators to trigger the stroke of the 
brake through foot movement, which 
increases the machine’s ergonomics 
by eliminating the need for a manual 
foot switch. 

“The Xpert 40’s bend-per-hour rate 
can be double that of a conventional 
hydraulic press brake,” he explains. 
“Instead of pressing and holding a 
mechanical foot pedal thousands of 
times per day, the operator only has 
to break a light beam with the tip of 
his toe to initiate the cycle.” 

The Xpert 40 press brake from Bystronic 
features a number of options that increase 
production and ease operator fatigue. 
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Go for it
Cincinnati Inc. offers the GoForm 
compact electric press brake 
designed to bend simple and 
complex parts up to 1/4 in. thick 
and less than 50 lbs. Like others on 
the market, one of its strengths is its 
ability to be used where needed.

“At just over 6,000 lbs., the GoForm 
is easily moved and quickly put into 

production without being bolted to 
the floor,” says Todd Kirchoff, product 
manager. “This provides fabricators 
with on-demand metalforming along 
with the flexibility to make changes 
to shop floor configurations. With 
floor space at a premium, the ability 
to quickly respond to changing 
workflow, special orders or tight 
production schedules can be a clear 
competitive advantage.” 

Cincinnati Inc.’s GoForm compact electric press 
brake bends simple and complex parts up to 
1/4 in. thick and less than 50 lbs. 

JMT’s ADR 1260 4-ft.-by-66-ton press brake has 15.75 in. of 
open height, 6.3-in. stroke and throat depth of 13.75 in. 

This also increases processing speed.  
In terms of bends per hour (bph), 
a typical press brake can reach 622 
bph, and a typical high dynamic 
electric or hybrid brake can reach 916 
bph. The Xpert 40 is rated to reach 
1,028 bph.

“The individual part cycle time is 
reduced mainly by increasing the 
acceleration rate of the ram and 

back gauge,” LeTang explains. 
“However, production times are 
highly dependent on the machine 
operator. In fact, only about 25 
percent of the production time 
is actual bending time. The bph 
on the Xpert 40 is predominately 
increased by addressing the 
operator work area with an 
integrated tooling magazine, work 
table and inspection station.” 
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JMT’s electronic model Eco Bend 2512 
is a servo-driven press brake; it is 
being replaced by the 3015, which is
about a foot longer.

produce smooth ram motion with 
minimal maintenance. Wedge height 
adjustments in the die holder provide 
a simple method to maintain bed-
to-ram parallelism to form consistent 
bend angles in long parts. 

New electric press brakes
JMT USA now offers hydraulic 
and electric 4-ft. press brakes. The 
standard hydraulic model is the 
JMT ADR 1260, a 66-ton brake that 
has 15.75 in. of open height, 6.3-in. 
stroke and throat depth of 13.75 in. 
Standard features include sliding 

sheet supports, a box clamp system, 
separate Y1 and Y2 axes, and an X-axis 
back gauge and controller.

New features include a control arm 
that swivels to allow operators to 
work closer to the part and a safety 
laser to keep the operator safe when 
doing so. 

LVD Strippit introduced a new  
Dyna-Press 40/15 40-ton press brake 

with a working length of 60 in. 

According to the company, the 
GoForm is built to meet the rigorous 
demands of multi-shift operations, 
featuring a large touchscreen control, 
PC-based 3-D graphics and bending 
simulation that guides the operator 
though complex setups and part 
handling sequences.

“Another unique characteristic of 
the GoForm is its 10-in. stroke and 
17-in. open height for jobs requiring 
tall tools and adapters,” says Matt 
Garbarino, director of marketing 
communications. “I believe this is the 

longest stroke on any electric press 
brake of this size, which allows for 
more versatility on the types of parts 
to form and the tooling that can be 
used.”

He adds that the machine can 
accommodate American- or 
European-style tooling.

Other features include a 6-axis back 
gauge with flip-up gauge fingers and 
high-resolution incremental encoders 
for ram repeatability. The long ram 
guides and low friction slide liners 
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Last year, JMT entered the electric press 
brake market with the Eco Bend 2512, 
a servo-driven brake that consumes 40 
percent less power than a conventional 
brake of equal size. Because of the 
servo drives, the movement of the 
brake is considerably faster in all 

A small part being bent on 
the Trumpf TruBend 7036, 
called the world’s most 
ergonomic press brake.

directions while maintaining ±0.0004 
accuracy and repeatability. 

This year, JMT upgraded the model to 
the Eco Bend 3515, which is about a 
foot larger than the 2512 (4 ft. 11 in. 
compared to 3 ft. 11 in.).

Dynamite press brake
LVD Strippit expanded its Dyna-
Press series of compact, high-speed 
electric press brakes with the Dyna-
Press 40/15 Plus, a 40-ton model that 
offers a working length of 60 in. The 
new machine joins a roster of small 

machines, including 12-ton and  
24-ton versions introduced last year. 

Like other Dyna-Press models, 
the new Dyna-Press 40/15 Plus 
efficiently bends parts at speeds 
of 59 ipm, producing more parts 
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and user-friendly operating elements 
are integrated into the machine. Gas 
spring supported pedals allow the 
height and angle of the foot rests 
to be adjusted. The arm support is 
also adjustable, enabling operators 
to set the workpiece to individual 
preferences. 

In addition, the monitor for the TA6000 
control system of the TruBend Series 
7000 can be adjusted electronically 
and set to the appropriate angle. 
Optional Trumpf LED lighting 
illuminates the area in front of and 
behind the beam, ensuring correct 
lighting conditions at the bend, 
without heat radiation. An optional 
laser diode also projects the bend line 

LVD STRIPPIT

TRUMPF INC.

JMT USA

CINCINNATI INC.

BYSTRONIC INC.

AMADA AMERICA INC.

per hour at a lower cost, Marzullo 
says.  The coupling of the ram and 
servomotors is realized through two 
heavy-duty ballscrews to distribute 
force and tonnage evenly across 
the working length. The electric 
ram offers smooth transition from 
approach to working speed and 
minimizes power consumption 
through the use of an optimal 
power-to-inertia motor ratio.

In addition to the fast-acting 
ram and higher bending force, 
the newest Dyna-Press provides 
impressive production capabilities 
with consistent repeatability, 
accuracy and flexibility to handle a 
broader range of parts through its 
precision 4-axis back gauge.  

True press brake
Trumpf’s TruBend Series 7000 
precision press brakes are compact 
machines for bending parts up  
to 40 in. 

According to Bailey, the 7036 model 
is the world’s most ergonomic press 
brake. Optimum working conditions 

onto the surface of the sheet metal, 
simplifying the accuracy of guiding 
the workpiece into the back gauge.
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Tony Marzullo, press brake development manager, LVD Strippit

“Higher stroke rates allow press brakes to be 
more in line with the upstream process machines 
such as the laser or the punching machine.”

http://www.lvdgroup.com/us
http://www.us.trumpf.com/en.html
http://jmtusa.com/
http://www.e-ci.com/
http://www.bystronicusa.com/en/
http://www.amada.com/america/
http://trilogymachinery.com/


|| by Kip Hanson, senior editor ||

A Keystone State fabricator saves time and 
reduces risk with a stretch wrap machine 

WRAPIT UP



For those of you who’ve 
poured your hearts and 
hundreds of hours into a 
batch of precision parts, 

stacked them lovingly on a pallet 
and wrapped it all in plastic, 
cardboard and metal banding 
before placing it into the back of the 
company F-150 for delivery to the 
customer, only to receive word a few 

hours later that your once beautiful 
parts now lay scattered across the 
floor of the truck bed after the driver 
had to slam on the brakes, read on. 

From waste to winning
Fortunately for Kyle Cloman, president 
of Waste Gas Fabricating Co. Inc., 
Fairless Hills, Pa., this unhappy story 
has nothing to do with him or his 

Waste Gas Fabricating has its own 
trucks and ships more than 300 
pallets of finished parts weekly.

company. It is, however, a real-world 
example of what can go wrong when 
packaging is taken lightly.

Hand wrapping pallets takes time 
and effort. It’s easy to misjudge the 
amount of plastic needed or tension 
applied, and a bad wrap job can 
lead to scrapped parts, damaged 
equipment and injured people. This 

is one of the reasons why a few years 
ago Cloman invested in a Yellow 
Jacket 87-M Orbital stretch wrap 
machine from load containment 
solution provider Muller LCS (and 
don’t tell the Muller sales rep, but 
Cloman might soon be buying 
another one). 

Waste Gas Fabricating has its  
own story. Cloman, his brother, 
father and two partners started the 
business in 1975, rebuilding waste 
gas processing devices for the steel 
mills that once prospered on the  
East Coast.

Sadly, the mills are all gone now. 
One of the last big jobs Cloman and 
his partners did was for a customer 
that filed bankruptcy the day after 
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delivery. Two days after that, Cloman’s 
father had a heart attack and his now 
ex-business partners abandoned ship. 
Cloman was left holding the bag. 

Rather than declare bankruptcy 
himself, Cloman made deals with his 
vendors to work off his debt. 

“They applied half of everything I paid 
them toward my outstanding bill, and 
the other half toward the supplies I 
needed to operate,” he says. “I fixed 
pallets for handling bottled gas and 
took on whatever work I could find, 
welding trailer hitches on trucks, you 
name it. Within about six months I 
was solvent, and I found that I could 
make a living in the steel fabricating 
industry.”

That’s an understatement. Waste Gas 
Fabricating today averages $30 million 
in revenue, employs 80 people and 
has more than 400 customers, many 
of them large OEMs in the defense, 
shipbuilding, agriculture and energy 
industries. Its 70,000-sq.-ft. facility 
houses laser and plasma cutters, 
shears, plate rolls, press brakes, paint 

booths and more, and once the 
current expansion is complete, it will 
be 40,000 sq. ft. larger. 

Cloman insists Waste Gas is a 
fabrication company, but it also 
commands a well-equipped 
machine shop. Its most recent 
capital equipment investment was 
a Mazak HCN6800 horizontal boring 
mill, and there are enough other 
Mazak CNC machining centers and 
lathes to make the local machine 
tool distributor proud. Top that off 
with grinding, honing and EDM 
capabilities and there’s little this 
manufacturer can’t handle. 

“We primarily work with carbon steel,” 
Cloman says, “but also a large amount 
of stainless and a little aluminum, 
ranging from tissue thin to a foot 
thick or more.” 

One-man job
The Waste Gas team ships a lot of 
parts. Cloman says more than 300 
pallets go out the door and onto one 
of the company trucks each week. 
That’s a lot of wrapping. For years, 

Waste Gas workers 
wrap each pallet from 
two directions to 
eliminate any chance 
of sharp parts cutting 
through the stretch 
wrap.

The Yellow Jacket 
87-M Orbital stretch 
wrap machine stands 
waiting by the Waste 
Gas loading door, 
ready for the next 
pallet of parts.
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And even though Waste Gas 
produces plenty of heavy, awkward-
to-wrap parts, Cloman says there 
have never been any incidents with 
wayward parts. The company has 
even achieved SHARP status (the 
safety and health achievement 
recognition program) from OSHA, 
an award that eliminates those 
unexpected, and occasionally 
unwelcome, surprise inspections. 

However, Cloman’s reason for 
purchasing the Yellow Jacket is far 
less exciting than potential injury or 
the risk of parts flying off the truck: 
it’s efficiency. 

“It’s really cut down on the labor 
costs,” he says. “Instead of two people 
tying up a forklift for 10 minutes to 
wrap a pallet, it’s now a one-person 
job that takes two to three minutes. 
The Yellow Jacket probably paid for 
itself in six months.”

There’s also significant savings. 
Cloman estimates that his shipping 
department goes through around 
1,500 rolls of 20-in.-wide, 90-gauge 

stretch wrap annually. “It’s enough 
to stretch from here to Tucson,” he 
laughs. That may seem like a lot 
of wrap, but it’s half of what the 
company was using before the Yellow 
Jacket’s arrival.

That’s a wrap
Neil Weisensel, brand and marketing 
director for Muller LCS, says results 
like these are typical with the semi-
automatic Yellow Jacket. “Not only 
can most companies wrap skids in 
one-fourth the time, it takes fewer 
workers, uses less consumables, 
and produces a far more secure and 
predictable wrap.”  

The Yellow Jacket 87-M uses standard 
20-in. machine-grade stretch wrap 
and accommodates pallets up to 68 
in. diagonal (52 in. sq.). The maximum 
wrapping length is 77 in. Pallets are 
positioned inside the ring, which 
rotates around the pallet at up to 20 
rpm, pulling stretch wrap as it goes. 
The operator then guides the ring 
back and forth along the length of 
the pallet until the load has been 
completely wrapped. 

Even large, bulky parts can be wrapped in minutes with Muller’s Yellow 
Jacket 87-M stretch wrap machine.

this was done manually with two 
shipping clerks standing on either 
side of the forklift, passing a roll of 
stretch wrap back and forth, going 
around and around the pallet until 
they deemed the load secure. 

“We ship a good deal of product in 
kit form where we’ll put eight to 12 
parts on the skid for our customers,” 

he says. “Then, all they do is take 
the skid to the work area and cut 
away the stretch wrap. We also 
build custom steel pallets for 
them, which they return to us once 
they’ve received the shipment. In 
either case, we double-wrap each 
pallet, going one direction and then 
flipping it 90 degrees and wrapping 
it again. It takes a lot of passes.” 
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Stretch wrap tension is adjustable 
from 0 to 150 percent, and the 
machine is controlled via push 
button or foot pedal. There’s also 
an 87-SA model, which can be 
operated via a lanyard on the fork 
lift. Operator training for either 
machine takes about one hour. 

If the Yellow Jacket isn’t the right 
fit, Weisensel says Muller has 
several other load containment 

Muller’s Yellow 
Jacket 87-M 
stretch wrapper 
reduces material 
waste, eliminates 
risk and part 
movement, and 
dramatically cuts 
labor costs.

“Not only can most companies wrap 
skids in one-fourth the time, it takes 
fewer workers, uses less consumables, 
and produces a far more secure and 
predictable wrap.” 
Neil Weisensel, brand and marketing director, Muller LCS

solutions, ranging from semi-
automatic, turntable-style wrappers 
to high-speed, fully automatic 
conveyor-fed systems. And as a brand 
under the umbrella of its parent 
company, the Signode Group, he 
notes, virtually any packaging or 
containment need can be addressed. 

“We break down most packaging 
into three categories,” he says. “Type 
A loads are very straight, unified 
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“It’s really cut down on the labor. 
Instead of two people tying up a 
forklift for 10 minutes to wrap a pallet, 
it’s now a one-person job that takes 
two to three minutes. 
Kyle Cloman, president, Waste Gas Fabricating Co. Inc.

WASTE GAS FABRICATING 
CO. INC.

MULLER LCS

Waste Gas has not yet availed itself 
of this service, although Cloman says 
it might be interesting to look at it in 
the future. For now, he has his hands 
full with the building expansion, and 
the transition to employee ownership 
of the company. 

“We have an ESOP (employee stock 
ownership plan) in place, and I’m in 
the process of selling the business 
to my employees,” he says. “I’m very 
fortunate to have some great people 
who’ve been with me since day one 
and who look forward to retiring  
here someday.

“As for the Yellow Jacket, we’ve had a 
very good experience with it and with 
Muller, and wouldn’t hesitate to buy 
another machine from them.”

loads, typically a single product 
with square corners and quite easy 
to package. Type B loads are a little 
more difficult, usually with multiple 
products that might be stacked 
haphazardly on a skid. The Yellow 
Jacket is aimed at Type C loads, 
which is what you see at Waste Gas 
and at most fabricators.”

Type C loads vary from pallet to 
pallet, with inconsistent vertical  
and horizontal profiles. Sharp  
edges are also common with Type 
C loads, often requiring additional 
stretch wrap.

Whatever is being packaged, 
throughput should also be 
considered before investing in a 
containment system, but compared 
to what many refer to as the “three-
ring packaging circus,” the Yellow 
Jacket is a huge improvement 
for the majority of its customers. 
And for those with an eye toward 
product branding, Weisensel says it’s 
easy to add logos or other company 
information to the stretch wrap for a 
10 to 15 percent upcharge. 

February 2017 31

http://www.wastegas.com/
http://www.mullerlcs.com/


|| by Mette McCall, press  
contact, Universal Robots ||

TASKED

 FOR 
GREATNESS

Collaborative robots deliver 
a fast return on investment 

for the production of 
firefighting equipment 



CEO of Task Force Tips, 
Stewart McMillan, still 
remembers his father 
looking up at him with 

pen in hand saying, “Are you sure 
about this?” when the family-owned 
company bought their first CNC 
machine tool 40 years ago.

“It was a huge step,” says McMillan 
who started integrating robots with 
machine tools as far back as 1990. 
“But giving people the proper tools 
to do their job is essential to being 
productive.” Those robots, however, 
were dedicated to working only on 
the machine they were installed 
with and could not be redeployed to 
other jobs.

“What happens is the machine 
wears out first and then you have 
a $100,000 robot that you can’t do 
anything with,” McMillan says. “We 
had heard of collaborative robots 
that could be used in a much more 
flexible manner, so we decided to 
explore the new technology.” 

The new robotic technology would 
be used to produce the variety of 
firefighting products manufactured 
at Task Force Tips. In fact, the 
company found its roots in producing 
nozzles for fire hose lines. And since 
those early days, the company has 
branched into additional products 
geared toward improving the way 
firefighters do their job. 

Video game play
Production supervisor at Task Force Tips, 
Cory Mack, recalls how within literally 
minutes of the Universal Robots’ demo 
coming in, his colleagues were already 
trying to figure out how to program it 
and make it work.   

“The UR robot was so simple and non-
intimidating that our programmers 

Task Force Tips provides first responders with high-quality, 
innovative agent delivery solutions, manufacturing a range of 

firefighting and water delivery products for municipal, rural, 
wildland and military agencies around the globe.
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Working in tandem
Having the two UR5 robots work in 
tandem in one cell has also helped 
optimize production of hose couplings. 
As blanks arrive on an inbound 
conveyor, the first UR5 robot uses vision 
guidance to identify and pick up a 
blank and then insert it into the milling 
machine. 

From there, the UR5 removes the half-
machined part and hands it over to the 
second UR5. The robot inserts the part 
into a second machine, takes out the 
complete machined part and places 
it on an outbound conveyor where 
an operator places the part onto an 
anodizing rack, completing the cycle. 

It’s a process that – as Task Force Tips’ 
automation specialist Adam Hessling 
puts it – looks very impressive, but was 
deceivingly easy to set up. He refers to 
himself as a “journeyman machinist” 
with no specific robotics programming 
experience. 

“My background is all in CNC 
programming, but I just used the 
Universal Robots’ support website to 

were already in the mindset of, ‘I don’t 
need any guidance, I can do this on 
my own,’” Mack says. “It was almost like 
a PlayStation video game where they 
could pick up the controller and figure  
it out without reading the rules to  
the game.”

After the demo, Task Force Tips installed 
one UR10 robot and two UR5 robots to 
work with CNC machines with a third 
UR5 mounted to a table on wheels that 

could be moved between jobs. The UR 
robots can work collaboratively right 
alongside employees due to a built-in 
safety feature that causes the robots to 
automatically stop operating when they 
encounter obstacles in their route. A 
scenario McMillan calls “a fundamental 
paradigm shift.”

“A major impediment in the past to 
using robots was the security fencing 
required around the machine,” he says. 

“The beautiful thing about the UR 
robots is that you don’t need all that 
guarding. We can roll the table with 
the robot right up to the machine and 
in a few minutes teach the robot to 
load parts. They become a partner that 
goes around and helps [employees] 
with the drudgery [of the job].” 

Spread the staff
Task Force Tips has its production 
layout set up in non-traditional cell 
formats with operators running 
multiple machines simultaneously 
around the clock. Mack explains how 
the UR robots have reduced staffing 
requirements from seven to three 
operators.

“Now it only takes about one hour 
per operator per shift to set up a 
robot, which includes laying out parts 
and staging the robot. That means 
the robot is running for 21 hours 
unassisted, so we’re looking at a return 
on investment of about 34 days to pay 
for the robot,” Mack says. “That’s seven 
hours of time in each shift we’re saving 
for that person to be doing something 
else that’s adding to productivity.”

At Task Force Tips, payoff for the UR robots happened in as little as 34 days. 
Watch the video to see how the company uses two of the robots to pick up 
blanks off of a conveyor for CNC milling. 
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find a lot of really good information and 
wound up being able to put together the 
two-robot machining cell doing the hose 
couplings without any external help,” he 
explains. “If you understand basic logic, 
you can do an unbelievable amount with 
the UR robots.”

No scripting required
Both the robot handoff and the 
vision guidance use the Modbus 
communication protocol registers in the 
UR robots controller.

“Using Modbus made the 
communication between the two robots 
very easy to do,” Hessling says. “Through 
the touchscreen that comes with the 
robot, we just set the way-points that we 
want the robots to move through and 
the two robots confirm back and forth to 
each other that they are where they are 
supposed to be. 

“You can have discreet inputs and 
outputs just like a normal PLC would 
have or you can do register values, which 
is what we use to do the coordinates 
for the camera,” he continues. “Modbus 
registers that it can output and we just 

send the coordinates to the Modbus 
registers in the UR controller that 
generates the way-points of the parts 
and directs the robot there. It didn’t 
involve any scripting at all.” 

In addition to calling it a clean 
installation, Hessling says that “all 
of the communication we did was 
through our computer network,” and 
that “nothing is actually hard wired 
together.”

Force detection identification
When the UR5 places a part in a lathe, 
the robot’s force detection identifies if 
the part is misshapen or has burrs from 
the saw cut. It also identifies if there are 
machining chips in the chuck jaws.

“When the robot tries to reach the set 
way-point for placement and there’s an 
obstruction, which causes the force on 
the end of arm to exceed 50 newtons 
and which I programmed as the 
threshold, it knows something is wrong,” 
Hessling says.

The robot then applies an air blast to try 
and clean whatever debris is in the way. 

Task Force Tips’ “roaming” UR5 being tested in a deburring application. 

Task Force Tips mounted a UR5 robot to a table on wheels and now rolls it between 
jobs on the factory floor.

February 2017 35



When users first power on a UR robot,  it only takes a couple of minutes to 
teach it a few basic way-points and create a very basic program.

Task Force Tips was able to put its UR robots into operation fairly quickly. 
In addition to good rigidity, the robots are easy to use and repair.

An operator places finished parts from an outbound conveyor on anodizing racks. 
UR robots have allowed Task Force Tips to reduce the amount of personnel required 
to run the cells from seven to three operators. 

The robot goes through the air blast 
several times and if it still can’t place 
the part, the robot tells the machine 
to execute a “chuck wash” cycle, which 
uses the machine’s high-pressure 
coolant system to dislodge debris from 
the chuck jaws.

If the part still can’t load after the 
coolant wash, a pop-up appears on the 
robot’s touchscreen, instructing the 
operator to clear any debris from the 
chuck jaws and then press continue. 
If the issue persists, another pop-up 

halts the program entirely. Then, the 
operator can diagnose the problem, fix 
it and restart production.

“I would estimate that the robot fixes 
the ‘failure to load’ issue about three 
or four times per hour, which has 
really helped us eliminate downtime,” 
Hessling says. “The operator only 
needs to intervene about once per 
shift, sometimes never. This is no fault 
of the robots; it’s just the nature of the 
aluminum we’re machining and the 
type of chips it creates.”
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The intuitive interface allows operators with no programming 
experience to interact and program the UR robots.

Task Force Tips tests the finished product, a firehose. UNIVERSAL ROBOTS

TASK FORCE TIPS

Product quality increased
Freeing up personnel from machine 
tending has also played an important 
role in increased product quality.

“When our employees aren’t worried 
about keeping a machine running all 
the time, they have a lot more time to 
visually inspect the machined parts,” 
Mack says. “Part quality has really gone 
to a whole new level with the UR robots 
in place, while allowing our personnel 
to come up with new ideas and better 
ways to improve our production.” 

McMillan adds, “When you provide 
people with a way to reduce the 
mundane labor in their daily job, they 
will apply it in a variety of ways. There 
have been many days where I’ve come 
in to find the robot somewhere else in 
the shop, somewhere that surprised to 
me. I don’t see possibilities being limited 
in areas we can use these.” 

As McMillan quickly realized, future 
applications for the robots are 
unlimited. They could easily be 
incorporated into the company’s 
deburring, laser and packaging 

operations. Most likely, the next UR 
robot application at Task Force Tips will 
be at a deburring station within the UR5 
robot CNC machining cell, but Mack 
and his team are busy testing the many 
application potentials.

“Right now, a person has to Scotch-
Brite or deburr a part by hand again 
and again, taking time away from 
something else they could be doing,” 
Mack says. “So we’re testing concepts for 
how we’ll use the robots for deburring. 
We’re also looking at packing and 
shipping parts, and we’re talking about 
using the robots on our laser machine, 
as well. With the price that you can 
buy a UR robot for, it’s stuff that you’re 
willing to invest in knowing how quickly 
you can get the ROI back on it.” 
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Camfil names VP, expands 
testing lab 
Camfil Air Pollution Control appointed 
Graeme Bell vice president, Camfil 
APC Americas. Bell is responsible for 
the manufacturing, technical and 
training facility as well as North and 
South American sales operations for 
the company’s dust, mist and fume 
collection products. He has 26 years’ 
experience in the air pollution control 
industry. Camfil APC also announced 
expansion of its laboratory for new 
ANSI/ASHRAE dust collection standard 
testing. The size of the testing lab 
doubled to include a climate-controlled 
facility with a new full-size dust 
collection test rig. 

|   INDUSTRY NEWS

Praxair and Linde announce 
merger 
The Linde Group and Praxair Inc. 
intend to merge in effort to expand 
key geographies while building 
complementary solutions. The proposed 
merger would bring together two 
companies in the global industrial 
gas industry, leveraging the strengths 
of each. The transaction would unite 
Linde’s leadership in technology with 
Praxair’s efficient operating model.

American Weldquip 
appoints district manager 
American Weldquip Inc. appointed 
David DiBiase district sales manager for 
Michigan. DiBiase will be responsible 
for managing all sales activities in 
Michigan. He joins the company with 
more than 30 years’ process experience 
in robotic and semi-automatic welding 
applications, as well as an extensive 
sales and management background. 
Prior to joining the company, DiBiase 
was employed by Tokin America, Dinse 
Inc. and Genesis Systems Group.

Albemarle completes 
Chemetall sale 
Albemarle Corp. completed its sale of 
Chemetall Surface Treatment to BASF. 
“We are very pleased to complete 
this transaction, which will accelerate 
our transformation into a company 
focused on powering increased energy 
efficiency around the world. We 
appreciate the contribution that the 
Chemetall Surface Treatment team has 
made to Albemarle over the last two 
years.  We are certain that BASF will be 
an excellent steward of this outstanding 
business,” said Luke Kissam, Albemarle 
chairman, president and CEO. 

Bunting acquires U.K. 
business  
Bunting Magnetics Co.  will acquire 
Master Magnets Ltd., Redditch, U.K. 
The company provides magnetic 
separation, recycling and metal detection 
equipment to industries worldwide. 
Simon  Ayling, managing  director  of  
Bunting  Magnetics  Europe,  will  assume  
operations  management responsibility of 
this new division. Master Magnets offers 
Bunting access to new markets, such as 
mining, quarrying and aggregate.

Panasonic acquires 
TeraDiode 
Panasonic Corp. signed an agreement 
to acquire TeraDiode Inc. and make it 
a subsidiary of Panasonic. TeraDiode’s 
high-brightness direct-diode lasers 
(DDL) with wavelength beam combining 
(WBC) technology are in demand from 
a range of industrial markets. The two 
companies began a strategic alliance in 
2013 and launched Lapriss, a laser welding 
robot system with high brightness DDL 
technology. They have been closely 
collaborating on product development, 
manufacturing, sales and service in order 
to expand the use of DDL technology 
worldwide.

https://www.camfilapc.com/
http://www.linde.com/en/index.html
http://www.praxair.com/
http://www.weldquip.com/
http://www.albemarle.com/Home-3.html
http://www.chemetallna.com/
https://www.basf.com/us/en.html
https://buntingmagnetics.com/
http://www.mastermagnets.com/
http://www.panasonic.com/global/home.html
https://www.teradiode.com/
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Samco hires project 
manager
Samco Machinery announced Sayed 
Rahman as project manager. Specializing 
in mechanical engineering, Rahman has 
extensive knowledge and experience 
in custom engineered solutions and 
in building strong relationships with 
internal and external stakeholders. He 
will be working with Samco customers, 
suppliers, vendors and internal teams.HGG names regional 

manager 
HGG Profiling Equipment appointed 
David Harris to manage customer 
sales and service for a seven state 
region (N.M., Texas, Okla., Ariz., La., 
Miss., and Ala.). Along with customer 
sales and support, Harris will provide 
nearby support for HGG’s network 
of agents. “We could not be more 
pleased to add David to our HGG team. 
With his accomplished background 
in manufacturing, metalworking and 
welding equipment, he is a perfect fit,” 
said John Tutino, HGG’s sales manager.

Epicor acquires docStar   
Epicor Software Corp. acquired 
privately-held docStar, a developer 
of document management software. 
The acquisition brings docSTAR 
collaborative cloud-based enterprise 
content management and automated 
accounts payable solutions to the 
Epicor enterprise resource planning 
solutions portfolio. Today, nearly 2,000 
organizations in North America use 
docStar solutions, available as a cloud-
hosted service or on premises.

|   INDUSTRY NEWS

Lincoln announces 
employee passing, 
retirement 
The Lincoln Electric Co.’s Employee 
of the Century Omer W. Blodgett 
passed away on Jan. 11 at the age of 
99. Blodgett spent 60 years working 
at Lincoln Electric, retiring as a senior 
design consultant. During his tenure, 
he authored numerous manuals and 
textbooks for the arc welding industry 
and was known for his seminars on 
welding. The company also announced 
Federick Stueber of Lincoln Electric 
Holdings Inc. will retire as executive vice 
president, general counsel and secretary 
in April. Jennifer Ansberry will take 
over Stueber’s role. She joined Lincoln 
Electric in 2004 and currently serves as 
vice president, deputy general counsel.

Jet Edge’s U.K. distributor 
installs machine  
Jet Edge Inc.’s U.K. distributor, 
Aquablast Ltd., installed an Edge X-5 
5-axis waterjet cutting system at its 
headquarters in Beccles, Suffolk, U.K. 
Capable of cutting 3-D parts and bevels 
up to 60 degrees, the 5 ft.-by-13-ft. 
abrasive waterjet system is designed for 
industrial use and maintains ±0.001-in. 
linear positional accuracy over 12 in. 
per axis and ±0.001-in. repeatability. 
The in-house system will demonstrate 
the capabilities of the waterjet system 
to prospective customers, along with 
waterjet operation and maintenance 
training. 

http://www.samco-machinery.com/
http://www.hgg-group.com/
http://www.epicor.com/offers/erp.aspx?utm_source=google&utm_medium=paidsearch&utm_term=epicor%20software&utm_campaign=70134000001Fq3F&utm_content=g-c&kclickid=01f674fb-8900-4e2e-8474-692d4a426710&gclid=Cj0KEQiAzsvEBRDEluzk96e4rqABEiQAezEOoFSv3JOegO7skkMAe8YDtE4oI2hjwZdUJdYGCzNJT1oaApsh8P8HAQ
http://www.docstar.com/
http://www.lincolnelectric.com/en-us/Pages/default.aspx
http://jetedge.com/
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Wintriss makes promotions 
Wintriss Controls Group announced a series 
of promotions within its sales team. Dan 
Glennon was promoted to national sales 
manager. Fred Thaure replaced Glennon 
as regional manager. Barry Erlandson 
was promoted to the position of regional 
manager. Jay Guilmette was named project 
manager. Lastly, Dick LaBelle assumed the 
role of sales and marketing manager.  
Wintriss Controls Group manufactures 
automation and safety products for metal 
stamping and forming.

Mazak makes distributor 
announcement 
Mazak Optonics Corp. announced 
Modern Machinery Co. will represent 
Mazak in Michigan, in addition to 
Indiana, Ohio and Kentucky. Modern 
Machinery has been a Mazak distributor 
for more than 30 years. Modern 
Machinery looks forward to being a big 
part of the metal fabrication industry in 
Michigan.

Custom Rollforming names 
national account manager 
Custom Rollforming Corp. hired Collin 
Peck as a national accounts manager. 
Peck will market and oversee the sales 
of custom rollforming services. He has 
more than nine years of experience in the 
metals distribution and manufacturing 
industry. Custom Rollforming produces a 
range of roll-formed metal products made 
to customer specifications with a gauge 
range up to 3/8 in. and steel up to grade 100.

|   INDUSTRY NEWS

Cincinnati Inc. names  
new sales engineer 
Cincinnati Inc. named Kristina Frontino 
regional sales engineer for northern 
California, Nevada, Utah and southern 
Idaho. Frontino brings five-plus years of 
project management experience. She 
is stepping into the territory long-held 
by Mike Malatesta, who, after 30 years 
with CI, is retiring. CI’s complete line of 
press brakes, shears and lasers will be 
represented in the region. The company 
continues to expand its direct sales and 
service teams to provide a high level of 
customer service regionally.

CCAI accepting scholarship 
applications
Chemical Coaters Association 
International’s national office is now 
accepting applications for its 2017 Matt 
Heuertz Scholarship Program. Awards 
will be announced in June at CCAI’s 2017 
annual meeting. They are for students 
currently enrolled in programs that could 
lead to a career in the finishing industry. 
The primary objective of the program 
is to encourage advanced education in 
finishing technologies. In other news, 
CCAI is hosting its Powder Coating and 
Curing Processes Seminar on February 
21 and 22. The seminar features an 
introduction to the powder coating 
process and a fully equipped lab for live 
demonstrations.

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

http://www.wintriss.com/wcg/
https://www.mazakoptonics.com/
http://www.modernmachinerycompany.com/
http://www.customrollformingcorp.com/
http://www.e-ci.com/
http://www.ccaiweb.com/
http://www.ccaiweb.com/
mailto:amiller%40techgenmedia.com?subject=
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|    NEW PRODUCTS

Trumpf’s tube cutting laser  
Trumpf Inc.’s TruLaser Tube 5000 fiber 
laser tube cutting machine has a solid-
state laser to eliminate the need for 
a fully enclosed housing. This open 
machine concept makes it easy for users 
to load individual tubes and profiles 
or to remove finished parts while the 
machine is in operation. In addition, 
the machine’s self-centering clamping 
method enables transition between 
tube sizes without any additional setup. 
The machine’s bevel cutting capabilities 
are up to 45 degrees in mild steel and it 
can process tubes up to 0.31 in. thick.

Concoa offers laser 
installation kits 
Concoa introduced a series of laser 
installation kits designed to condense 
the time required for field startup of 
laser equipment. The kits simplify the 
regulator, fitting and hose installation 
process to increase the timeliness and 
efficiency of laser startup and validation 
while minimizing costs. Working in 
tandem with the 67B Series high-flow, 
high-pressure regulator, a quality finish 
is ensured by ejecting molten metal 
from the kerf zone with instantaneous 
response and minimal pressure drop.

Miller expands TIG line
Miller Electric Mfg. Co. added the Dynasty 
400 and Maxstar 400 to its TIG portfolio. 
Each deliver up to 400 amps of output 
power and provide TIG and stick welding 
for applications such as pipe and tube 
fabrication, precision fabrication and 
exotic material fabrication. Replacing 
the Dynasty 350 model, the Dynasty 400 
power source is AC/DC TIG-stick capable 
and welds up to 5/8-in.-thick aluminum 
and steel in a single pass. The DC TIG-
stick capable Maxstar 400, replacing the 
Maxstar 350 model, welds up to 5/8-in.-
thick steel in a single pass. 

Fipa has new system for 
film removal
Fipa Inc.’s new end-of-arm-tooling 
solution facilitates the removal of 
protective film from sheet metal used 
in white goods with an automated 
process. Developed for a stainless steel 
sheet metal processing company, the 
system combines long lifecycle, high 
holding force vacuum cups with pressure 
regulating, air-saving compact ejectors 
for non-slip sheet metal handling. 
The processing company’s Foilpuller 
automates the processing of sheet metal 
in standard sizes of 1-m-by-2.5-m using 
Fipa’s flat vacuum cups and compact 
ejectors to apply suction to single pieces 
of sheet metal.

http://www.us.trumpf.com/en.html
http://www.concoa.com/
https://www.millerwelds.com/
http://www.fipa.com/en_US/home-FIPA
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Omax shows waterjet  
at Houstex
Omax Corp. will show the Maxiem 1530 
JetMachining center at Houstex 2017, 
February 28 to March 2. The 1530 comes 
standard with a diamond-integrated Maxjet 
5i nozzle for cutting precision when working 
with virtually any material. The direct-drive 
pump reportedly delivers greater cutting 
power than other types with the same size 
electric motors and power consumption 
levels. They are also quieter and easier to 
maintain than intensifier pumps.

Nelson’s stud weld anchor
Nelson Stud Welding released its D6L 
A706 deformed bar stud anchor for 
concrete anchorage and reinforcement. 
It is a fully stud-weldable concrete 
anchor that doesn’t require pre-heating 
or specialized equipment. The product 
meets all ASTM A706, ACI 318 and AWS 
D1.1 requirements. It is available in 
straight, bent and threaded variations. 
While hand welding rebar takes an 
average of two to three minutes. With the 
A706, operators can reportedly provide a 
rate of four per minute. 

Prima Power Laserdyne has 
new software features
LinPerf, short for Linear Perforation, is a 
new feature of Prima Power’s Laserdyne 
S94P software. It provides a way to create 
programs that produce linear patterns of 
laser processed features on flat surfaces. 
The flat surfaces may be oriented in any 
plane accessible by the laser beam based 
on the number of axes and configuration 
of a Laserdyne laser processing system. 
An important feature is the ability to 
create programs for multiple, complex 
patterns drilled within a single row.

|    NEW PRODUCTS

SFA features software at 
Houstex
Shop Floor Automations will show new 
hardware and software updates at Houstex 
2017, February 28 to March 2. Predator 
Touch HMI is for shops wanting to replace 
bar code readers, hand-held terminals 
and proprietary shop floor hardware. It 
products can also be used to help collect 
simplified machine data for events such 
as downtime, and can be access via a 
PC or tablet, or even a CNC controller. 
DataXchange Machine Monitoring’s new 
features include OEE charts, a shop floor 
layout view in the dashboard and multiple 
part time analysis reports.

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

Grieve’s new tempering 
furnace
The Grieve Corp.’s No. 885 is a 
1,400-degree F electric, inert 
atmosphere tempering furnace for heat 
treating weldments at the customer’s 
facility. Workspace dimensions measure 
24 in. by 36 in. by 24 in. The furnace has 
7-in.-thick insulated walls, comprising 
1 in. of 2,300-degree F ceramic fiber 
blanket, 2 in. of 1,700-degree F ceramic 
fiber blanket, 2 in. of block insulation 
and 2 in. of rockwool insulation. The 6 
½-in.-thick furnace floor comprises 4 1/2 
in. of 2,300-degree F firebrick and 2 in. 
of block insulation.

https://www.omax.com/
https://www.nelsonfastenersystems.com/nelsonstud/eng
http://www.primapower.com/
http://www.shopfloorautomations.com/sfa-at-houstex-2017/
mailto:amiller%40techgenmedia.com?subject=
http://www.grievecorp.com/
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Productivity and throughput will be salient themes in 
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High productivity and 
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For cutting hard materials!

The Advanz™ MC7 utilizes a progressive four tooth grind 
which creates seven distinct chips. The end result is less 
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four tooth grind is very effective on nickel alloys, stainless 
and “tough to cut” tool and heat-treated steels.
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• Exclusive Starrett edge preparation - minimizes 
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All FMB Band Saws are built to Last and are 
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been FMB’s Partner in the United States for 
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North America, Pat Mooney still maintains and 
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for delivery, and a nationwide network of  
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• Saw head rotation is driven by a hydraulic cylinder
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For 2017, a continued focus on productivity and throughput are 
popular themes as well as versatility to make up for the skilled  
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by Jimmy Myers, senior editor

For 2017, a continued focus on productivity and throughput are popular themes as 
well as versatility to make up for the skilled labor shortage
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S awing industry professionals, 
whether they produce 
saw blades, actual sawing 
machines and/or components 

in the periphery, are constantly 
evolving to bring value to customers. 
They’re also listening to customers 
and delivering the tools they need for 
specific applications. 

In an age when it seems technology 
changes every hour, keeping up with 
innovation is difficult. But sawing 
equipment manufacturers are also a 
driver, pushing the envelope of what 
can be done to improve productivity 
for customers. 

Ultimately, the trends that pop up 
with every New Year are related to 
providing value to the consumer, 
and this year is no different. Sawing 
equipment manufacturers have an eye 
on technology in an effort to improve 
productivity, but they’re also striving 
to offer sawing machines that bring a 
multi-tool use onto the shop floor for 
better throughput. At the same time, 
the manufacturing and fabricating 

industries continue to find ways around 
the skilled labor shortage and come out 
on top.

PUSHING PRODUCTIVITY
Sonke Krebber, a research and 
engineering manager at Kasto Inc., says 
his company’s customers are facing 
productivity challenges, and the trend 
in 2017 will be to face those challenges 
by producing sawing machines that 
offer better productivity, less downtime, 
handle multiple applications, achieve 
longer blade life and consume less 
energy.

“They all have to bring out more pieces 
in less time with less effort,” he says of 
the sawing machines.

There is also the issue of versatility – 
getting more than one application out 
of each machine. 

“The steel distribution industry will look 
to have more value added,” Krebber 
says. “They want sawing and deburring 
all in one machine. This is clearly a trend 
we see.”

“The steel distribution 
industry will look to have 
more value added. They 
want sawing and deburring 
all in one machine.” 
Sonke Krebber, research and 
engineering manager, Kasto Inc.
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SKILLED LABOR AND 
AUTOMATION
America spends a lot of money on 
education, yet it’s not in the top 10 for 
education performance, falling short of 
countries like South Korea, Finland, The 
United Kingdom, Canada and Poland.

Regardless, the push to get more high 
school graduates enrolled at a four-
year college is doing no favors for the 

Jordan Loehr, an account executive 
with Edwards Mfg. Co., says he is 
seeing similar needs from customers. 

“Everybody seems to want a machine 
that takes care of everything,” Loehr 
says, adding that an extra advantage 
with such machines is that they take 
up less space on the shop floor. “When 
we bring out new accessories, they are 
fairly compact.”
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Scotchman Industries offers a complete line of Metal Fabricating Solutions  •  Call Toll Free 1-800-843-8844 or Call Direct 605-859-2542  •  Website www.scotchman.com  •  Email  info@scotchman.com

SEE US AT...
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AMERICA
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manufacturing industry. In fact, the 
push for higher learning has brought 
a negative connotation on vocational 
education as a “second rate” position. 
Manufacturers are feeling it, too, as 
finding skilled labor is becoming 
increasingly difficult. 

It wasn’t always this way; according 
to the National Center for Education 
Statistics (NCES), in 1992, 97 percent 
of public high school graduates had 
completed at least one vocational 
education course. Many organizations 
are now calling these courses “career 
and technical education,” or “CTE.” It 
represents a move from traditional 
shop classes to a more “contemporary 
vision of high-tech education,” 
according to a survey from the NCES.

The lack of skilled labor is a problem 
that is driving manufacturers to 
increasingly seek out fully automated 
systems. Mike Finklea at Cosen Saws 
tells of a customer who says he has 
come to a point where he’s looking to 
have robots load his machine and pull 
off parts and accomplish everything 
with offline programming.

“More people are asking about 
monitoring capability,” Finklea says, 
which is something his company has 
already addressed with its Mechalogix 
system that utilizes sensors and 
cloud-based machine monitoring 
technology. Customers using the 
system get real-time machine 
performance data, which means they 
can make the necessary changes for 
smoother performance. 

“They want to be more efficient and 
have less people working for them,” 
Finklea says. “They want to be able to 
manage what they’re doing better.”

Not all manufacturers will look to 
completely automate production, but 
there are some areas where 
automation makes a lot of sense, 
even for the smaller shop. Tasks that 
are repeatable and where accuracy 
is important, such as at the cutoff 
stations, are great candidates for 
automation. TigerStop LLC’s stop 
gauges can automate most existing 
saw, drill or punch stations, removing 
the need for a tape measure and 
increasing output while reducing waste. 

http://www.scotchman.com/
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Simon Spykerman, director of 
marketing at TigerStop, says his 
company is all about making 
equipment that is easy to use, which is 
becoming more important than ever.

“The big challenge I hear a lot about 
is hiring skilled labor,” Spykerman 
says, adding that TigerStop has 
included an even more user-friendly 
control device, a touchscreen tablet 
package using Microsoft’s Surface Pro, 
to make operating sawing machines 
with a TigerStop much easier. “We’re 
addressing this whole issue of skilled 
labor and training new employees with 
our TigerTouch platform.”

To reduce the number of mistakes 
made by operators, TigerTouch takes 
the tape measure out of their hands 
and uses innovative software to 
automate material processing. Parts 
lists can be downloaded from the 
customer’s office design software, 
making the TigerTouch control unit 
the hub for everything the sawing 
machine needs to do.

TigerTouch’s simple interface and 
intuitive controls make it easier to train 
operators. It also adds features, such as 
the ability to see and switch between 
up to three cut lists. And, it creates and 
stores custom offsets for math-free use 
by operators.  

IMPROVED TECHNOLOGY
Doug Harris, president at HE&M 
Inc., says many of his customers, 
particularly in the oil and gas industry, 
are experiencing a challenge that they 
hope will not continue in 2017 – too 
much idle time on their hands and 
excess capacity. 

While that’s been a common challenge 
among workers in many industries 
since the Great Recession, the current 
trend, Harris says, is that everyone is 
looking to achieve greater productivity 
with smarter solutions.

Sawing equipment manufacturers 
are increasingly drawn to “smart” 
solutions that bring a more digital-age 
component to the saws, but they’re 

“Everybody seems 
to want a machine 
that takes care of 
everything.” 

Jordan Loehr, account executive, 
Edwards Mfg. Co.

also working on peripherals, such as 
material handling.

“If I have a saw that’s twice as fast and 
you’re doing longer parts,” Harris says, 
“unless you add the material handling 
onto it, you’re lucky to get a 20 percent 
increase in production.”

Utilizing offloaders and other 
material handling equipment, Harris 
says customers are able to increase 
productivity more than 100 percent.

“One company was hoping for a 
two-year payback,” Harris says of one 
sawing system with material handling 
HE&M sold. “We were able to do that in 
nine months.”

While the material handling portion 
is important, Harris says they’re 
continuing to see better production 
through smarter machines and greater 
connectivity.

“Customers want to know what they 
are able to do and how to tell what is 
going on with their machines,” Harris 
says. “What we’re doing to meet 
the challenge is all from the control 
standpoint.”

FOREIGN MARKET IMPACT
Rick Arcaro, vice president of sales 
and marketing at Hydmech Group 
Ltd., says the economy has had a hand 
in changing the metal processing 
industry. For instance, the unstable 
global economy and volatile pricing 
have sparked the demand on value-
added services.

“This has made operational efficiency 
a critical element of success,” Arcaro 
says. “The challenges we all face are 
to provide value-added machinery to 
do more work with less people at an 
affordable price, but easy enough 



to operate with lower paid and less 
skilled labor.”

To address the challenge, Arcaro 
notes that Hydmech continues to 
develop steel processing machinery 
that has reduced scrap, yet also offers 
better productivity and cost savings 
to their customers.

“As we continue to introduce new 
products and processes,” Arcaro 
explains, “we have really focused on 
the after-sale support with our parts 
and service department trying to 
exceed our end users expectations.”

Arcaro says he’s noticed that in parts 
of the United States, he’s seeing signs 
that foreign manufacturers, which 
are looking to establish production 
facilities here, could help stop the 
hemorrhaging of jobs across our 
borders. 

“Traditional manual jobs are unlikely 
to return,” he predicts, “but factors 
such as a desire to enter the American 
market directly, the inconvenience 
of shipping across the world and 

rising wages in China have created 
the potential for a shift of advanced 
manufacturing back to the United 
States. A few dozen highly trained 
workers will be able to program 
machines to efficiently produce goods 
that previously required hundreds of 
factories outside of the United States.”

While various aspects of the sawing 
industry will remain the same, sawing 
equipment manufacturers continue to 
push the limits of what the equipment 
and software can do in an effort to 
meet customer needs. Challenges will 
continue to shape the trends of the 
industry, but the future looks bright for 
manufacturing and fabricating.

TIGERSTOP LLC

COSEN SAWS 

EDWARDS MFG. CO.

HE&M INC.

HYDMECH GROUP LTD.

KASTO INC.

https://www.tigerstop.com/
http://www.cosen.com/
http://www.edwardsironworkers.com/
http://www.hemsaw.com/
http://www.hydmech.com/
http://www.kasto.com/us/home.html
https://usmetalworkingsourcebook.com/


FLUID ADVICE
When bandsaw users have a deep understanding of cutting fluid options, their operations benefit

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



B andsawing is one of the 
many cutting/machining 
operations that can benefit 
from the application of 

cutting fluid. That’s because cutting 
fluid helps to reduce temperatures, 
remove chips and, in some cases, act 
as a lubricant. 

The effectiveness of cutting fluid 
largely depends on the selection of 
the cutting fluid and its method of 
application. In general, cutting fluid 
is selected based on the workpiece-
bandsaw blade combination.

However, studies have shown that 
the effectiveness of the cutting fluid 
also depends on the flow rate of the 
fluid, location of the fluid application 
and the viscosity of the cutting fluid 
mixture, among other considerations. 
Cutting fluid application positively 
affects the integrity of the cut surface. 
It also helps to extend the blade life.

PROVIDING A ROADMAP
With a handful of factors to consider, 
the major goal of this article is to 
provide the bandsaw user with a 

roadmap in selecting cutting fluid 
and application parameters based on 
cutting requirements. This roadmap 
can be used to improve blade life and 
cut-surface integrity and also reduce 
cutting fluid waste. 

Premature blade breakage and 
inaccurate cuts are just some of the 

side effects of improper cutting 
fluid application. 

SP11

As is true with all industrial fabricating 
equipment, bandsaw users can 
immensely benefit from having a good 
understanding of the consumables 
used alongside the machinery itself. 
For bandsaw users, it is important 
to understand the cutting fluid 
application intricacies. At the end of 
the day, the user should know the 
answers to two questions: Which 
cutting fluid to use? and What is the 
ideal lubricant-to-coolant ratio?

In general, improper cutting fluid 
maintenance is one of the main 
reasons for the lubricant-to-coolant 
ratio’s imbalance. Over a period of 
time, the water (coolant in the cutting 
fluid mixture) evaporates from the 
cutting fluid, leading to a rise in the 
cutting temperatures. Higher cutting 
temperatures can be associated with 
blade wear, the emergence of a  
built-up edge and a deteriorated 
surface finish. 
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changes, the dilution ratio should be 
modified accordingly.  

Along with the cutting fluid 
maintenance, the fluid delivery system 
should be checked periodically. Recent 
studies have shown that the location of 
the cutting fluid nozzle plays a critical 

Another common mistake can be seen 
through the incorrect selection of 
the cutting fluid. Cutting fluid should 
be selected based on the workpiece 
material-bandsaw blade combination. 
Most cutting fluid suppliers provide 
the cutting fluid dilution ratios for 
different materials. If the workpiece 

role in improving the blade life and the 
cut surface finish.

Another tip to reduce the cutting 
temperature while cutting large cross 
sections is to apply cutting fluid at 
multiple locations. 

IMPROVED PERFORMANCE
Cutting fluids can be categorized into 
straight oil, soluble oil, semi-synthetic 
fluid and synthetic fluid. Straight and 
soluble oils are used to improve the 
lubricity while the semi-synthetic and 
synthetic fluids are used to reduce 
the temperatures at the cutting/
deformation zone. 

Like any other machining process, 
bandsaw operations have both 
frictional and thermal issues to be 
addressed by the cutting fluid. The 
frictional zones for the bandsaw 
application are along the “tool-chip” 
interface and “tool just-cut surface” 
interface.

The tool just-cut surface zone can be 
defined as the machined area around 

the top and side of the bandsaw 
blade tip. Research has shown that 
the chances of having any fluid in the 
tool-chip interface are minuscule. Thus, 
in bandsaw applications, lubricant is 
limited to improve the tool just-cut 
surface zone. 

In many bandsaw applications, 
cutting fluids are predominantly used 
to control the temperatures along 
the cutting/deformation zones and 
the frictional zones. Reducing the 
temperatures along the fictional zones 
positively affects the tribological 
performance of the bandsaw. 

Semi-synthetic and synthetic cutting 
fluids are formulated to reduce the 
cutting temperatures. Coincidentally, 
most high-production bandsaw users 
use semi-synthetic and synthetic fluids. 
Again, reducing the temperatures in 
these types of operations can improve 
the blade life and cut surface finish.  

The tool rake face wear can be reduced 
by lowering the cutting temperatures. 
One easy trick to reduce the cutting 
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Cutting fluid is applied at multiple locations to reduce the cutting temperatures. 
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THE M. K. MORSE CO. 

SP13

temperatures is by adding more 
coolants (like water) to the cutting 
fluid mixture. Thus, if an operator sees 
wear along the rake face, diluting the 
semi-synthetic or synthetic fluid is a 
good option. 

For low thermal conductivity 
materials, heat buildup can lead to 

localized thermal expansion along 
the just-cut surface to cause tool 
flank/relief wear and side face 
wear. In such situations, along with 
diluting the cutting fluid, checking 
the fluid flow rate and location of 
the fluid nozzle reduces the cutting 
temperatures. 

For thermally conductive materials, the 
tool flank/relief wear or the side face 
wear can be delayed by adding the 
lubricant to the cutting fluid mixture. 
Adding more cutting fluid concentrate 
to the cutting fluid mixture is a good 
option. Finding the right combination 
of lubricant (concentrate) and coolant 

(water) is key to successfully reduce 
the cutting temperatures. In summary, 
a comprehensive understanding of the 
role of cutting fluid and its method of 
application can be beneficial for the 
manufacturing industry. 
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The M. K. Morse MFactor GP bandsaw blade cutting a 
steel section with a synthetic cutting fluid. 

http://www.mkmorse.com/index.html


INDUSTRY
NEWS

TIGERSTOP OFFERS AUTOMATION 
FOR IRONWORKERS
TigerStop LLC introduced SawGear and TigerStop integrations for 
Piranha ironworkers. SawGear is integrated on the shear. For accurate 
part lengths, the operator enters a length into the SawGear controller 
and the stop moves to position. The operator then places material 
through the shear against the stop and cuts. SawGear has an angled 

pusher arm that 
can be adjusted to 
accommodate different 
material sizes. The 
TigerStop integration 
creates a fully automated 
punch. TigerStop allows 
users to download cut 
lists and run the tool 
with an incremental 
movement or pattern 
list. Users can also place 
material, enter a length 
and use TigerStop as an 
automated stop.

SIMONDS SAW NAMES NEW 
PRESIDENT
Simonds International announced David Miles as president of Simonds Saw 
LLC. Miles succeeds Ray Martino, who will continue to serve as CEO of Simonds 
Saw and as president and CEO of Simonds International. Miles served as vice 
president of sales and marketing for Simonds 
International since 2011. He has 27 years of 
experience in sales and marketing and a strong 
knowledge of the industrial markets in the 
Americas, Europe and Asia. Miles participates 
in several industrial trade associations and 
currently serves on the Supplier Advisory 
Council for the Industrial Division of Affiliated 
Distributors.
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https://www.tigerstop.com/
https://www.megafab.com/piranha.html
http://www.simondsint.com/Pages/default.aspx
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BEHRINGER ADDS CIRCULAR  
COLD SAW

METALMIZER OFFERS 
NEW FEATURES

Behringer Saws Inc. added the VA-L 500 to its line 
of circular  cold saws. The saw can efficiently cut the 
full range of aluminum alloys and other nonferrous 
materials in solids, thin-walled pipe and profiles. 
It comes standard with a 32-hp frequency-controlled drive motor with an 
800-rpm to 3,400-rpm speed range and a servo-driven downfeed with an 
adjustable rate from 0.39 in./sec to 19.6 in./sec. The saw has a cutting range 
of 6 in. for round materials and 6 in. by 6 in. for square materials at 90 degrees 
using a carbide-tipped circular saw blade with a 19.6-in. diameter.

MetalMizer introduced the MV2300 metalcutting bandsaw with new features. 
The bandsaw features an 18-in. horizontal, 20-in. vertical cutting capacity; up 
to 300-lb. cutting pressure; and 3-hp, 230-V 1-phase or 230-V/460-V 3-phase 
drive motor. Additional features include adjustable 
up to 3-degree forward tilt, powered 0- to 45-degree 
tilt from either side of vertical, and auto speed 
adjustment with presets for making a variety of 
cuts. The touchscreen control box is positioned on 
a swivel arm that allows the operator to position for 
best visibility and optimal flow of material.

KALAMAZOO’S NEW CHOP SAW
Kalamazoo Industries Inc.’s K10B 10-in. abrasive chop saw comes with 
a 3-hp 1PH or 3PH TEFC motor. Its job capacity is 1.5-in. solid material 
and 2.5-in. pipe/shapes. The saw also comes with 
a swivel cam vise with lever lock that opens up to 
4 in. An open-top floor stand is available. The saw 
is for use in welding/fabrication, machine and job 
shops, oil/natural gas, tool crib, racecar facilities, 
aerospace and other industries.
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The M.K. Morse Co. launched a new bi-metal hole 
saw line for metal hole boring. Recent discoveries at 
the company’s technology center led to improved 
cutting times and extended product life for the saws. 
They provide a deep cut depth, improved side slot 
and proprietary cutting edge. The saws are available exclusively through 
authorized distributor partners worldwide. The saws also feature new 
optimized packaging options that make them  
cost-effective and easy to open, which also make storing and merchandising 
easy with a smaller, stackable SKU.

M.K. MORSE LAUNCHES BI-METAL 
HOLE SAW LINE

http://www.behringersaws.com/
http://www.metalmizer.com/index.aspx
http://www.kalamazooind.com/
http://www.mkmorse.com/index.html


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

DOALL ANNOUNCES RETIREMENT
DoAll Sawing Products announced Tom Esterl, senior 
manufacturing engineer, recently retired from his 40-plus 
year career. Esterl started with the company in 1976 as an 
N/C programmer and experienced first-hand the evolution 
of manufacturing. While today one machine can perform 
the operation to complete one part, Esterl remembers 
when each machining element required multiple 
machines to perform the operation. During the span of his career at DoAll, 
Esterl also held the position of tool design technician.

According to a recent announcement, Rakesh Sridharan 
has been named CEO of TigerStop LLC for the company’s 
worldwide operations. Sridharan comes to TigerStop from 
Leatherman Tool Group where he served as vice president 
of operations and most recently, president of Led Lenser, 
a subsidiary of Leatherman Tool Group. Sridharan holds a bachelor’s 
degree in mechanical engineering and a master’s degree in manufacturing 
management and business administration. In his past positions, he has 
concentrated on lean manufacturing technologies and will ensure TigerStop’s 
approach to lean initiatives is in a state of continuous improvement. Spencer 
Dick, founder of TigerStop and member of its board of directors, will 
continue to focus on product innovation and bringing the next generation of 
TigerStop products to market.

TIGERSTOP HIRES NEW CEO Whether you’re replacing capital equipment or purchasing consumables, finding 
and qualifying new suppliers adds to the workload of an already busy shop owner 
or production manager. Sorting through the thousands of companies that provide 
products to the metalworking industry can be both time consuming and frustrating. 

But that’s about to change! 

U.S. Metalworking Sourcebook is a 
powerful, easy-to-use online resource that 

brings buyers and sellers together. 

The Sourcebook is a research search tool already seen by over 280,000 job shop and OEM buyers of all levels 
throughout the U.S., Canada and Mexico. It was developed by Techgen Media Group, publishers of Fab Shop 
Magazine Direct, Shop Floor Lasers and Welding Productivity.  We know metalworking, and we know how to 
help you find the supplier that best matches you needs, and with only a few keystrokes.

WE’VE TAKEN SOME OF THE 
WORK OUT OF METALWORKING.

WHERE BUYERS AND SELLERS MEET  •  USMetalworkingSourcebook.com

S O U R C E B O O K

METALWORKINGU.S.

Log on to USMetalworkingSourcebook.com today to activate your listing. 
More than 3,000 companies are already included.

mailto:amiller%40techgenmedia.com?subject=
http://www.doallsaws.com/
https://www.tigerstop.com/
https://www.tigerstop.com/
https://usmetalworkingsourcebook.com/


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

WELDING WITH FRICTION: 
New uses for FSW

SEAM’S PRETTY GOOD: 
Invisible seams via laser brazing

ORDER THE COMBO: 
Lasers and plasma unite

DRILLING DOWN: 
With ultrashort pulse 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/2017/jan/d/#page10
http://magazine.weldingproductivity.com/2017/jan/d/#page35
http://magazine.shopfloorlasers.com/2016/nov/d/#page17
http://magazine.shopfloorlasers.com/2016/nov/d/#page23
mailto:aberg%40techgenmedia.com?subject=
mailto:aberg%40techgenmedia.com?subject=
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