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Michael Rosenthal, Vice President of Operations (left) and Bob Du Fresne, President/Owner of Du Fresne Manufacturing Company

(Left to right) AMADA’s FOL 3015 AJ Fiber Laser provides the world’s fastest linear speed. Paired with
AMS automation, the FOL AJ achieves unmatched productivity. The LC 2515 C1 AJ Punch/Fiber laser
combination machine features a 49-station Multi-Purpose Turret — enabling Du Fresne Manufacturing
to cut, punch, form and tap on a single machine. An  ASR NTK system ensures maximum flexibility to
handle short runs and 24/7 production by providing automated material handling/storage, single-part
separation, and sorting. 

The Automatic Tool Changer (ATC)
stores up to 86 feet of precision tooling
and can load even the most complex
tool layouts within minutes — enabling
Du Fresne to multiply their number of
tooling setups per day.

Opportunity Unleashed.
Du Fresne Manufacturing Company opened their doors in 1991

with the vision to be the supplier of choice in the precision metal 
industry. With facilities located in Vadnais Heights and White Bear
Lake, MN, Du Fresne’s 90 employees operate from 70,000 square
feet of combined manufacturing and assembly space.

Faced with the aftermath of two recessions, the ongoing threat 
of low-cost Chinese competition, and cutthroat pricing at home, Du
Fresne Manufacturing needed a solution for survival. Company owner
and President, Bob Du Fresne summed it up like this, “For the last
6 years, survival in the manufacturing battlegrounds required a new
strategy for achieving shorter lead-times, best market pricing, and 
maintaining our exceptional quality.  With AMADA’s constant focus on 
innovation, our vision of lean manufacturing has been to leverage
AMADA’s newest equipment to reduce setup time and eliminate or 

combine secondary operations. The LC 2515 C1 AJ Punch/fiber laser
combination machine and the HG 1003 ATC press brake with Automatic
Tool Changer have greatly increased our business opportunities with
both current and new customers.”

Vice President of Operations, Michael Rosenthal, put it in measura-
ble terms, “Within the first month of operation, the HG ATC enabled us
to increase our total number of bending jobs by 214%.  Our average
bending setup time on a conventional press brake took 35 minutes.
Setup for the HG ATC is 3 minutes or less.  The C1 AJ reduced setup
time by 64% and reduced run time by nearly 50%. Sales and our work-
force are both growing again. In addition, our team members gain 
invaluable experience as they work with the most technically-advanced
equipment available. Investing in leading-edge technology and our
employees, has enabled Du Fresne Manufacturing to thrive again.”

“AMADA’s punch/fiber
laser technology and 
Automatic Tool Changer
transformed our busi-
ness. Now, we deliver
parts in hours instead
of days and at a lower
overall cost.”

— Bob Du Fresne

FOL AJ Video LC C1 AJ Video

HG ATC Video

AMADA AMERICA, INC.
180 Amada Court • Schaumburg, IL 60173

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

http://usmetalworkingsourcebook.com/
http://www.amada.com/america/
https://www.youtube.com/watch?v=lZ3G9zVg4vg&feature=youtu.be
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https://www.youtube.com/watch?v=MSV3vo2w5cU&feature=youtu.be&list=PLF5FED943D9E6CFC0


“The LCG 3015 AJ
Fiber Laser and
ASFH automation
allow us to operate
24/7. In today’s
competitive market-
place,  AMADA has
enabled us to be a
more cost effective
option for  our 
customers.”

AMADA AMERICA, INC.
180 Amada Court • Schaumburg, IL 60173

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

— Marty Tucker

The AMNC 3i is the fastest AMADA control available. The large touchscreen and intuitive graphics
ensure ease of use. Thumbnail views of parts or nests provide for quick and easy identification. 
To keep pace with the speed of the fiber laser, a multi-shelf  ASFH system provides automated 
material handling and storage. The ASFH system also ensures maximum flexibility to handle 
short runs and 24/7 production.

More Parts Per Hour.
AMADA’s fiber laser technology and automation ensure maximum flexibility and productivity.

Founded in1943, Metalcrafters, Inc. operates from a130,000 sq. ft. facility in Methuen, MA — specializing in precision sheet metal 
fabrication, precision machining, powder coating services and electro-mechanical assembly.  The third-generation of this family-owned
company serves the Telecommunications, Medical, Military and Instrumentation industries.  

Andy Tucker, President/CEO and Marty Tucker, Vice President, attribute much of the company’s success to partnering with AMADA
for over 40 years. Marty Tucker put it in these words, “Being a contract manufacturer/job shop we need to remain as flexible as possible.  Our
goal with purchasing the LCG 3015 AJ Fiber Laser and ASFH automation was to process more parts per hour with equal or greater quality than
previously seen on our CO2 lasers... without hiring any additional personnel. We are extremely pleased with AMADA’s solution.  “A .125" aluminum
job that used to be machined is now laser cut.  Machining process time was measured in minutes per part while laser-cutting takes less than 15
seconds and is burr-free.” 

Andy Tucker adds, “Leveraging the ASFH automated material handling and storage system enabled us to increase our capacity by more than
25% without adding any additional staff.  Today, we have two employees running four laser cells.”

Andy Tucker President/CEO (left) and Marty Tucker Vice President Metalcrafters, Inc.

LCG AJ Video
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NEW COLUMN FOR 2017

In the ever-advancing world of metals fabricating and 
manufacturing, business owners and invested individuals must 
maintain an agile and proactive approach to a wide range of 
issues. Success, therefore, requires these business leaders to be 
ahead of the eight ball – long before industry-affecting trends 
take hold.  

Keeping our readers consistently in the know is a top priority 
for the team at Techgen. And with that goal in mind, we 
are launching mfg. etc., a monthly column that will give us 
another outlet to broaden our coverage. In it, we will have the 
opportunity to address varied issues such as insurance, OSHA 
and employee retention; scrap removal, machine financing and 
environmental topics; and more.  

In addition to authoring the new column in-house, we also 
welcome guest editor submissions. If your company has a 
unique approach to overcoming a manufacturing challenge, let 
us know. We’d be thrilled to hear your success stories. 

Send your column ideas to Abbe Miller at amiller@techgenmedia.com

http://www.amada.com/america/
mailto:amiller%40techgenmedia.com?subject=
https://www.youtube.com/watch?v=BjFPNIqCOms&feature=youtu.be


|   EDITOR’S LETTER 

THE FUTURE IS NOW

Maybe I’m alone when I say this, but 
2017 sounds like a futuristic date that 
we’ll never actually live in. But here we 
are. I suppose I shouldn’t be so surprised. 
After all, time doesn’t wait for us to ready 
ourselves for its passage. 

Fittingly, a lot of what is happening 
in our world today still seems fairly 
futuristic. Autonomous cars? They’re 
cruising down our nation’s roads as I 
type this. Virtual reality? Apparently, VR 
headsets make great gifts. Interplanetary 
travel? Elon Musk has already unveiled 
the spaceship to do it. And robots? At 
this point, they’re not even new. 

As a member – or at the very least, a 
close observer – of the manufacturing 
industry, the future has always been 
in view. Laser technology and robotic 
equipment have seen widespread 
adoption, so much so that even small 
fabricators rely on them in their facilities. 
The reality of manufacturing has been in 
sharp contrast with the stereotypes it’s 
carried for too long.

As the industry forges ahead into this 
New Year, it will continue to embrace 

ideas that once seemed novel. Not too 
long ago, Industry 4.0 was considered 
something that only the biggest players 
could adopt, but in this very issue, there’s 
an article that explains its benefits for 
any business, no matter its size. Similarly, 
3-D printing will move past its role in 
prototyping and will evolve into a full-
scale aspect of metals manufacturing 
environments across the country. 

As 2017 unfolds, I’d like nothing more 
than to share stories of how fabricators 
are embracing what they once considered 
futuristic ideas. So if – and when – you 
find your facility installing a robot or 
preparing your machines to interact with 
one another, let me know. I don’t want to 
be caught off guard when 2018 comes  
a’ knocking.     

Abbe Miller  

editor-in-chief

amiller@techgenmedia.com

mailto:amiller%40techgenmedia.com?subject=
https://www.coherent.com/
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What's the point in purchasing expensive
laser cutting machinery if maintenance men
have to free up slag binding discharge
chains and replace bearings?

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

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

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

Other benefits include: 
� 100% Air-Operated

-  No Mechanical
Springs

� Low Air
Consumption

� Variable Speed
Operation

� Two-Year Warranty
� 100% American

Made
� Available from Stock

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

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

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

717.527.2094
www.vibroindustries.com

Engineered First to Last

MADE IN

USA

Is hot slag 
impeding your laser
cutting operations?
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Robinson Metal 
takes to heart the 
old adage about not 
keeping too many 
eggs in one basket

Photo credits: Am
ada Am

erica

Inc., Robinson M
etal Inc.

LESSONS IN 
DIVERSIFICATION

|| by Kip Hanson, senior editor ||



Whether it’s paper and pulp, printing and 
publishing, pharmaceuticals, packaging 
or power generation, chances are that 
Robinson Metal Inc. has made parts for 

it – and that’s just the industries starting with the letter 
“P.”  This De Pere, Wis., job shop serves virtually every 
major industry with a variety of services and prides itself 
on being a single source for world class metalwork at a 
competitive price.   

Nestled in the heartland
To call Robinson Metal a job shop is an understatement. 
Situated along I-41 south of Green Bay, the company’s 
185,000-sq.-ft. facility takes up a large chunk of the land. 
It boasts eight overhead crane bays and paint and blast 
booths large enough for the family car. There are 242-
ton press brakes, 33-ton turret punches, waterjet tables 
able to slice through 8-in.-thick material and other 
fabricating equipment. 

Amada’s AMS3015 is a smaller cousin 
to the AMS4020 recently installed at 
Robinson Metal.
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Large, automated cells such as the one shown here are capable of 
producing a variety of parts with no operator in attendance

Robinson Metal doesn’t limit itself 
to traditional fab work, however. 
Its machine shop is equipped with 
multitasking CNC lathes and mill-turn 
centers, boring mills, vertical and 
horizontal machining centers – the 
list goes on. 

Yet success in fabrication and 
metalworking takes far more 
than machinery. Robinson’s 300 
employees work a rotating six-day 
shift that keeps the production 
floor operating around the clock. 
This labor force includes more than 
100 AWS-accredited welders, skilled 
machinists, assemblers and master 
electricians. The workers provide a 
variety of engineering services, from 
CAD design to testing and validation 
of the installed products. 

These are impressive lists, but they 
represent a small sample of Robinson 
Metal’s capabilities. In fact, the 
company has such broad expertise 
that it created four separate divisions, 
so as to provide the best customer 
service and industry focus possible.

Since 1996, Robinson Custom 
Enclosures has designed and built 
large, one-off generator, data center 
and similar electromechanical 
enclosures. 

Robinson Fab and Machine produces 
a broad assortment of precision 
machined and fabricated products, 
from heavy weldments and 
equipment frames to machined gear 
housings and mounting brackets.

The company’s Pipe and Vessel 
division was formed in 2012. It is 

ASME certified to U, S and R stamps 
(for boiler and pressure vessels) and 
meets or exceeds CRN, PED, UL/CUL 
and API 620/650 guidelines (relating to 
storage tanks).

Robinson Heating and Cooling offers 
HVAC services to residential and 
commercial customers. 

“There are very few jobs we can’t 
handle, but we do prefer the ones 
where we can use our capabilities 
to the best advantage for us and 
our customers,” says Jamie Tilkens, 

manager of Robinson’s Fab and 
Machine division. “That said, we’ve 
always tried to avoid focusing too 
heavily on one specific industry, 
positioning ourselves with the 
equipment and people needed to 
tackle whatever comes through  
the door.”

The early days
It wasn’t always Robinson Metal. In 
1923, Al Robinson and co-founder 
Henry De Caster opened Badger 
Sheet Metal, a supplier of furnace, 
roofing and sheet metal supplies to 

January 2017 10



the surrounding area. The fledgling 
company soon expanded into 
fabrication and over the next 50 years 
became one of the Midwest’s leaders 
in metalworking. 

The Robinson and De Caster families 
eventually parted ways, however, and 
Al’s sons Tom and Maurie went on to 
found Robinson Metal and Roofing. 
Even then, the Robinsons had an eye 
toward diversification, and the new 
company was organized into its three 
areas of expertise: heating and air 
conditioning, sheet metal fabrication 
and roofing. 

Since then, Robinson has continued 
to redefine itself. In 1987, Tom 
Robinson’s son Todd joined the 
company as a salesperson for heating 
and cooling. Two years later, longtime 
Robinson employee Darrell LaCrosse 
became general manager. And in 
1999, these two purchased the 
company after the death of Maurie 
Robinson and subsequent retirement 
of brother Tom. They moved to a 
larger facility, changed the company 
name to Robinson Metal Inc., and 

continued a legacy of growth, 
diversification and staying current on 
manufacturing technology. 

New addition
The most recent example of this 
arrived in October 2016, when Tilkens 
and his team shuffled off some of 
their older laser cutting equipment 
in favor of an Amada LCG4020AJ 
6-kW fiber laser equipped with an 
80-in.-by-160-in. table and AMS4020 
automated material handling system. 

Robinson has been an Amada 
partner, using Amada equipment 
for more than 30 years, but this is 
the company’s first fiber laser cutter, 
technology that Tilkens anticipates 
will greatly improve production 
throughput and quality. 

“Our CO2 lasers are six years old, and 
we as a company have always been 
very diligent about upgrading to 
whatever new technology becomes 
available,” Tilkens says. “It’s very hard 
to compete against a company that’s 
cutting with a fiber laser versus CO2 – 
with some materials, we can now cut 
up to five times faster.” 



Special optics allow 
cutting of copper and 
other reflective materials 
without the risk of 
damaging the laser.

Robinson’s new 
LCG4020AJ 6-kW fiber 

laser from Amada boasts 
an 80-in.-by-160-in. table 
and automated material 

handling system. 

For those who argue that fiber lasers 
are limited to thinner materials, Tilkens 
offers the following advice: “With mild 
steel 3/4 in. or thicker, we usually just 
stick it on one of the waterjets. Our 
machines have dual heads, so we can 
cut two parts at a time, and the edge 
quality is better at this thickness. For 
anything thinner than that, fiber is the 
way to go.” 

It’s also Robinson’s first foray into 
automated material handling. The 
AMS4020 sports a pair of load and 
unload tables at either end of the laser 
cutter, together with a robotic pickup 
system – raw material goes in and 
finished sheets of nested parts come 
out, without the need for an operator 
in attendance. 

“I don’t anticipate that we’ll be able 
to run everything lights out, but we 
definitely have some jobs where 
automation will provide a distinct 
advantage,” Tilkens says. “It’s the right 
direction for us.”

Fiber forward
None of the company’s enthusiasm 
about the fiber laser system comes 
as a surprise to Dustin Diehl, product 

manager of the laser division at 
Amada America Inc. Compared 
to 10 years ago, he says, fiber has 
made tremendous strides in the 
fabricating market. “In 2013, fiber 
accounted for roughly 30 percent of 
all laser sales. Today it’s probably 80 
percent and climbing.” 

Diehl suggests that would-be fiber 
laser buyers pay close attention to 
the number of modules used to 
power the laser: fewer is better, he 
says. And don’t assume that because 
a 6-kW laser is good at cutting up to 
1-in.-thick material, that a 9-kW laser 
is going to cut 2-in. material and put 
your plasma table out of business. 

“Higher wattage generally means 
that cutting speeds in midrange 
materials are far faster than was 
previously possible,” he says. “Where 
you used to cut 1/4-in., 7-gauge 
or 11-gauge materials at 90 to 100 
imp, now you’re running 300 ipm. 
Thinner materials are even faster 
than that – we have some customers 
cutting at 1,000 ipm or more.” 
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Five times faster: 
Fiber lasers 
are especially 
productive on light-
gauge materials.

Wet feet
Tilkens says it’s early yet, but so 
far the new machine appears to 
be a winner.  The operators have 
just finished their training and are 
programming their first production 
runs. The Amada AMNC 3i machine 
control is a bit different than its 
predecessor, but is “about as difficult 
as learning where all the buttons are 
on a new cell phone.”

When asked about the challenges 
in the metalworking world today, 
Tilkens says he feels the same pain 

most shop management does: 
finding qualified people. Yet even 
here, Robinson is taking the lead 
by working with area schools to 
encourage young people to enter  
the trades. 

“We’re doing a mentoring program 
at the local high school,” he says. 
“We have several students that go 
to classes for a couple hours each 
morning and then come learn from 
us for six hours each day. I know for a 
fact that two of them will work for us 
after graduation.”

January 2017 13

Robinson is capable of a range of 
fabricated products. Shown here is 
a compactor used in waste water 
treatment made of 1/4-in., 7-gauge 
and 16-gauge stainless steel.

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/


ROBINSON METAL INC.

AMADA AMERICA INC.

A bird’s eye view of Robinson 
Fab and Machine’s extensive 

machining capabilities.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.

Robinson is also involved with the 
welding program at a nearby technical 
college, working with the instructors 
and students there and making 
suggestions on how to optimize 
the training curriculum for “our next 
generation of workers,” Tilkens says.

His advice to others in the industry is 
exactly what Robinson Metal has been 
doing for decades – diversify as much 
as possible, and invest back into the 

company. “You have to be in it for the 
long haul,” he says. “I’ve seen a lot of 
shops fold because they didn’t plan 
for the future. You have to spend 
money on equipment, on training 
and expansion. That’s what’s made  
us successful.”
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DIGITAL
 DECISIONS

|| by Frank Arteaga, head of product marketing, 

 market region NAFTA, Bystronic Inc. ||

Discovering how small 
fabrication shops can see 
improvements in their 
operations with real-time data



If you are a fabricator, you 
understand the value of 
measuring a production 
process and the continuous 
improvement of that process.

decisions based on satisfying a 
set of conditions. All of this can 
only be achieved through the 
interconnectivity of machines and 
their ability to communicate data in 
real-time, or what is considered the 
basis of today’s Industry 4.0.

Value of process 
improvement
If you are a fabricator, you 
understand the value of measuring 
a production process and the 
continuous improvement of that 
process. Each company inevitably 
develops its own unique processes 
and must continue to improve them 
over time. This is just as true for 
smaller size operations as it is for 
large operations.

But why is process improvement so 
important? Because a company’s 
unique “process” is one of the 
key competitive differentiators 
that each company has and must 
continuously improve to remain 
profitable and viable. An efficient 
process helps to keep a shop and its 
products profitable. 

I n this age of digital information, 
it is prudent to utilize the data 
generated by production 
machines to monitor processes 

in real-time and then analyze 
the collected data to determine 
opportunities for improvement. To 
stay profitable and consistent, real-
time measurements and continuous 
improvements are necessary. This 
goes for large-scale and small-scale 
operations alike. 

Real-time data also enables 
automated machines and software 
systems to automatically make 
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Process improvements, however, 
cannot exist without measurements. 
Continuous improvement requires 
accurate information and data, both 
to validate and to further enhance 
the process.

Companies can incorporate two types 
of measures, batch and real-time. 
Batch is when you start the measure 
at the beginning of the process and 
then finish it when that process is 
completed.

When real-time data communications are employed, an automated job 
management system can organize and schedule orders based on due dates and can 
combine them with other orders of the same materials to maximize material utilization.

The problem with batch measures is 
that they do not provide the ability 
to take measurements of a process 
in real-time. You must wait until 
the entire process is completed to 
determine its final actual production 
time. 

If there was a degradation of 
performance during the process and 
it was not identified and corrected, it 
would result in a higher-than-expected 
cost due to a longer processing time.

When business owners can analyze machine performance metrics, such as work load time, 
available time, unscheduled downtime, idle time and other performance measures, it is 
easier to pinpoint opportunities for improvement.

Real-time measures, on the other 
hand, are based on real-time data 
communicated by production 
machines and centrally collected for 
analysis. Standard measures can be 
compared against actual measures 
to determine if the process is on 
track. Problems can be identified and 
corrections can be made immediately 
in real-time before that process  
is completed. 

Staying competitive
Every fabrication shop must be 
competitive. That’s a given. Its  
unique workflows and processes 
must be efficient in order to stay  
competitive. And there are two ways 
to accomplish this. 

The first method is to exhaust the 
capabilities of your current machines 
and workflow efficiency. The only 
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Real-time parts analysis gives businesses the ability to track part progress, identifying 
where they are in the production process. from cutting to bending and beyond.   

way to know if you have achieved 
this is to measure each process and 
measure the non-productive times, 
as well. Are the opportunities in 
the process itself or is it in the non-
productive setup and waiting times?

Measurements not only improve 
processes, they can also help 
determine when new equipment is 
justified. 

Justifying the cost of new equipment 
to management is always based on 

performance metrics and costs. How 
much availability has there been 
on the machine? How much lost 
production time is attributable to 
unscheduled machine downtime? 
Has the machine reached its “end of 
life cycle” where maintenance costs 
are now eating too much into profit 
margins and contributing to lost 
productivity, not to mention longer 
delivery times? Also, what is the cost 
of the new equipment or software 
and how long is the return on 
investment?

The second method to maintaining a 
competitive edge is to invest in new 
equipment and software systems. 
For smaller shops, big investments 
like these can sometimes come with 
hesitation. But, they can be justified if 
you have the data to prove that you 
need the new equipment and how 
the new investment will generate a 
quick return on investment, higher 
productivity and efficiency, and 
greater profit margins. 

Yet another benefit to maintaining 
metrics is that you will already have 
the data for your current processes 
and will be able to compare that to 
how the new equipment or software 
system compares.

One additional thing to consider is the 
possible increased machine availability 
derived from new technology.

For example, when looking at fiber 
laser technology and considering the 
productivity benefits of cutting two 
to three times more parts per unit of 
time, and consuming less than half of 
the operating costs compared to CO2, 
it is fairly obvious why fiber lasers have 
become so popular. 

http://trilogymachinery.com/
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TRUCKS AND HEAVY VEHICLES 
To drive the development of lightweighting 
across the US automotive industry, we 
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FUTURE FOCUS 
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event will scrutinize what opportunities lie 
ahead through advanced processes and 
technologies for automotive lightweighting, 
including additive manufacturing, machine 
learning, plastic & composite technologies

CORROSION MITIGATION CHALLENGES  
To address your current challenges 
associated with corrosion mitigation for 
multi material combination, the program 
will focus on corrosion testing, prevention 
methods for mixed materials and 
management of corrosion &  
distortion issues

FORMABILITY CONSIDERATIONS 
Explore the formability of new material 
grades, forming techniques and formability 
modelling
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The convenience of today’s interconnected machines allows managers and business 
owners to monitor systems in real time via web cameras, tablets and smartphones.

But these are considered tangible 
potential profits based on 
performance metrics, such as speed 
and cost of operations. The intangible 
potential profits are derived from the 
additional machine capacity that is 
being created. Because you are able 
to produce two to three times more 
parts, you have now created more 
machine capacity to cut even more 

parts. Because you are more cost 
competitive, there is also the added 
flexibility to expand into industries 
you were unable to compete prior to 
purchasing the fiber laser.

Interconnectivity  
of machines
Real-time data communications allow 
automated systems to make decisions 
based on satisfying a set of conditions. 
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Safety is our passion. Your Safety is out mission.

Introducing our newest safety product.

Designed to monitor intrusion into hazardous or restricted areas. 

Provides protection with two distinct programmable zones; Warning & Stop.

The SLS-400 area scanner

For more information 
on our great products 
Visit our new 
web site & online store 

www.isblite.com 
Or call Toll Free  

1-866-ISBLITE

Most ideal applications;
• Large CNC cutting tables 
• Robotic entry cells
• CNC routers 
• laser, plasma and water jet machines
• many other large area monitoring requirements

When an ERP system releases an 
order to a production management 
system, the system can organize 
and schedule the order based on 
due dates and combine them with 
other orders of the same materials to 
maximize material utilization. 

From there, automatic nesting 
software creates the nests based 
on the accumulated orders and 
can automatically release the nests 
to the cutting machines based on 
achieving a minimum material 
utilization value. Once the machines 
receive the nests, automated 
material storage and handling 
systems are directed to retrieve the 
correct materials for each nest. 

Subsequently, as the machine 
completes the cutting process, 
the material handling system 
automatically unloads the cut parts 
and can even sort them. All of this 
can be achieved with automated 
systems and the benefits of  
its interconnectivity.

Modern machine tools are capable of 
generating real-time data regarding 

BYSTRONIC INC. 

production times of nests and even 
individual parts. They are also able 
to generate machine related data 
for analyzing machine performance 
metrics, such as machine availability 
and machine uptimes. 

Real-time data and the 
interconnectivity of machines with 
web enabled devices, such as web 
cameras, tablets and smartphones, 
enables managers to monitor 
systems in real-time regardless of 
their locations. The interconnectivity 
of machines enables automated 
systems to make decisions based on 
the prior process having achieved 
its objective. In these “real-time” 
capabilities are just some of the 
benefits of Industry 4.0, based on  
the interconnectivity of machines  
and their ability to communicate data 
in real-time.
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||  by Susan Woods, managing editor ||

Reducing costs 
with the speed 
of plasma and the 
accuracy of waterjet

FROM HOT TO COLD



A waterjet/plasma 
combination machine 
offers versatility and 
flexibility for everyone 

from small and medium-sized shops 
to large companies. It can help a 
company expand into new markets 
without having to invest in a new 
machine dedicated to one cutting 
process.

The high cutting speed and low 
cutting costs of plasma coupled 
with the high precision and 
versatility of waterjet allows users to 
save on production time and costs. 
From the CNC, the operator can 
program the waterjet and plasma 
cutting needed on the same part on 
one machine. 

The waterjet and plasma 
technologies share a cutting table, 
gantry system and motion controls. 
The gantry positions the plasma 
or waterjet cutting head over the 
sheet metal. Across the gantry, two 
servo-driven motorized platforms 
independent of each other provide 
the up and down motion for the 
heads. The side-to-side motion is 
driven on a single carriage if the 
heads are for straight cutting  
only or on separate independent 
carriages if one or both cutting  
heads are bevel heads.

Plus and minus
Every cutting process has its 
strengths and weaknesses, and 
waterjet and plasma are no exception.

“Anything you can cut with plasma is going to 

drastically reduce the cost of the part.” 
Dave Maxham, vice president of sales and marketing, Soitaab USA

Soitaab’s Dualine 
waterjet/plasma 
combination 
machine created 
these pieces with 
inside and outside 
bevels as well as 
plasma cut contours.



Waterjet’s biggest advantage is its 
precision. It can cut accurate parts 
and complex shapes that require 
no secondary finishing operations. 
Waterjet cuts almost any type of 
material and cuts extremely thick 
material, including up to 12-in. steel. 
Also with waterjet, there is no heat-
affected zone.

Another advantage of waterjet is 
common edge cutting. “With plasma, 
the kerf (width of the cut) is so wide 
that one side of the cut is going to 
be perpendicular and the other side 
is going to have a slight bevel angle 
because of the plasma arc,” says Dave 
Maxham, vice president of sales and 
marketing at Soitaab USA. “With 
waterjet, the edges are perpendicular 
on both sides and the kerf is much 
narrower allowing for common  
edge cutting.”

The disadvantages of waterjet are 
slow cutting speeds compared to 
other cutting processes. Also the slow 
speed combined with the garnet 
abrasive cost makes waterjet an 
expensive cutting process. There are 
high maintenance costs as well and it 

requires a higher upfront investment 
than plasma cutting systems.

The advantages of plasma include 
high cutting speeds on a variety of 
thicknesses. Plasma can efficiently 
cut material 2 in. thick and materials 
up to 4 in. or 5 in. thick for rough 
severing cuts.

Other advantages include low 
maintenance and low operating and 
consumables cost.

Disadvantages of plasma are it is less 
precise, especially on small holes and 
fine contours. The large kerf width 
prevents cutting in small corners and 
common edge cutting. And plasma 
cutting creates a heat-affected zone.

The right process
The biggest advantage of the 
waterjet/plasma combination is the 
reduced cost to produce parts.

“Anything you can cut with plasma is 
going to drastically reduce the cost 
of the part,” Maxham says. “Plasma 
costs less than one-third the hourly 
cost of waterjet when cutting the 
same material. “
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Sample parts cut on 
Soitaab’s Dualine 
machine.



Part 1 was a mining conveyor truss cut entirely with 
waterjet because of the small holes that needed to be 
tapped. The 112-in.-by 46-in. part was 3/4-in.-thick mild 
steel with 25 2.5-in.-dia. holes each of which had four 
0.3-in.-dia. screw holes, for a total of 100 holes, as well as 
four large cutout areas and the outside contours.

Waterjet only cutting time = 290 min. (4.83 hr)
Waterjet only = $27.66/hr  + $25/hr labor
Total cutting cost = $254.35

With Soitaab’s Dualine waterjet/plasma combination 
machine, plasma was used to cut the outer contour as 
well as the four large cutout areas. All of the remaining 
holes were done with waterjet.

Waterjet/plasma combination cutting time = 155 min.
Plasma = $8.50/hr + $25/hr labor x .13 hr = $4.47
Waterjet = $27.66/hr + $25/hr labor x 2.22 hr = $116.90
Total cutting cost = $121.37 

Total savings = $132.98/part
Cutting time saved = 2.61 hours

Soitaab’s Dualine 
waterjet creating 
this beveled part.
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Part 2 was a standard round flange, 12-in. outer diameter and 8-in.
inner diameter with eight bolt holes.

Waterjet only cutting time = 9 min. 10 sec.
Waterjet only = $27.66/hr + $25/hr labor
Total cutting cost = $8.06

With the Dualine, the large inside and outside diameter of the 
flange was cut with plasma and the eight holes were cut with 
waterjet. 

Waterjet/plasma combination cutting time = 5 min.
Plasma = $11.98/hr + $25/hr labor x 1 min. 30 sec. = $0.92
Waterjet = $27.66/hr + $25/hr labor x 3 min. 30 sec. = $3.07
Total cutting cost = $3.99

Total savings = $4.07/part
Cutting time saved = 4 min. 10 sec.



Check out this video to see how the Dualine waterjet/plasma 
combination machine operates. 

No choice
While plasma is always better as  
far as cutting costs, waterjet must  
be used in some applications,  
such as for holes that will be tapped 
after cutting.

“If the holes are cut with plasma it 
creates a heat-affected zone and 
the material becomes hardened,” 
Maxham says. “That will tear up 
the tap almost immediately. So the 

operator is forced to cut them  
with waterjet because it is not a 
heat thermal process, and then  
use plasma to cut the inner and 
outer contours.

Another caution when cutting 
holes is the general rule of thumb 
that if the hole diameter-to-
thickness ratio is below 1:1, the 
holes should be cut with waterjet. 
“Anytime the ratio is below that 

1:1, plasma becomes a problem, 
particularly with the perpendicular 
walls of the hole,” Maxham says.

Of course, he adds, companies 
often cut with less than a 1:1 ratio 
every day. It depends on what 
quality of hole is needed how skilled 
the operators are and how much 
intervention they have to do to 
program that hole correctly.

Maxham notes that with plasma, it is 
often easier to cut harder materials 
than soft. When cutting a hard 
material, the arc cuts through before 
damage to the side walls begins. 
With softer materials, the arc has a 
better chance of overburning the 
bottom edge of the cut.

“That is where you need to be 
careful going less than 1:1 ratio in 
a hole,” he says. “If you’re cutting 
aluminum or small diameter holes, 
you’re going to wash out the bottom 
of the cut edge or hole wall with the 
arc before you finish cutting. With 
stainless steel, you have a better 
shot at doing a ½-in. hole in ¾-in.-

thick material because you aren’t going 
to have that problem with the bottom 
of the hole.”

Long lasting
Because waterjet is such a harsh, 
abrasive cutting process, certain 
features and options are going to 
make the machines last longer. 

There are two basic types of waterjet 
pumps, intensifier and direct drive. A 
direct-drive pump is 15 percent less 
expensive upfront than an intensifier 
pump but has many more wear parts. 
Depending on use, the direct-drive 
pump is going to require frequent 
rebuilding, as often as once a week.

Also, when an intensifier pump does 
require a rebuild, it takes about 30 to 
45 min. The direct-drive pump takes 
about four to 12 hours to repair,  
plus the cost of all the replacement 
wear parts.

Waterjet cutting generates a slurry 
of abrasives and metal materials that 
constantly goes into the tank. A shop 
has two cleaning options. Weekly or 
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“Anytime the hole diameter-

to-thickness ratio is below 1:1, 

plasma becomes a problem.” 

Dave Maxham, vice president of  
sales and marketing at Soitaab USA

SOITAAB USA

machines where the bellows are 
level with the floor, Soitaab makes 
sure its bellows are at an angle steep 
enough to drain the water rather than 
allowing it to accumulate and sit on 
top of the bellows.

monthly, an operator can drain the 
tank and shovel out the muck or the 
shop can pay to have it pumped out. 

A better option is an abrasive removal 
system. This system pumps the water 
out of the tank on a continuing basis, 
removes all the abrasive and other 
scrap, and puts the water back in  
the tank.

“For waterjet machines in high use,  
I recommend making the $25,000  
to $30,000 investment for an abrasive 
removal system because the  
return on investment is so high,” 
Maxham says.

Maintenance is also important to 
increasing machine life. Waterjet is a 
dirty process and abrasive dust builds 
up on all the equipment. This is where 
a machine can start to have problems.

To protect the mechanically moving 
parts on Soitaab’s machines, they 
are protected by covering them 
with internal bellows and a second 
external bellows for maximum 
protection. In addition, unlike some 
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|| by Molly McCormack Moody, editorial assistant ||

BE THE
 FUTURE

Pferd inspires the 
next generation of 

manufacturers through 
partnerships and 

internships   



A 
projected 3.5 million 
manufacturing jobs will 
need to be filled in the next 
decade, but less than half 

of those are expected to be filled due 
to the skills gap. However alarming 
the worker shortage, the notion that 
there is a widening skills gap ripping 
through the manufacturing industry 
isn’t something new. 

With local and national government 
organizations looking to help 
build and enhance STEM (science, 
technology, engineering, and 
mathematics) programing in schools, 
private companies impacted by a lack 
of labor are starting to take the issue 
into their own hands. Companies like 
Pferd Inc., manufacturers of abrasives, 
brushes and power tools, are making 
it a company-wide initiative to 
destigmatize the industry and  

At its career fair, representatives 
from Pferd’s engineering, quality, 

manufacturing and logistics departments 
talked to students about various 

manufacturing processes as well as career 
opportunities in the industry.
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show potential workers of all ages how they can practically 
apply what they learn in school to help grow and maintain an 
industry that positively impacts the nation’s economy. 

Be the spark
Recently, Pferd partnered with The Metropolitan Milwaukee 
Association of Commerce’s “Be the Spark” program, which 
launched in the fall of 2014. Be the Spark connects businesses 
with students from the Milwaukee Public School system and gives 
them the opportunity to learn about a variety of different careers 
with educational tours of the businesses. 

The team at Pferd saw this as an opportunity to welcome students 
into its facility for a closer look at manufacturing as a career option. 
“Many people have the perception that manufacturing is dirty and 
dungy,” said Peter Skaalen, vice president of operations at Pferd. 
“Seeing the plant in action really dispels this idea and spotlights 
how our industry uses state-of-the-art computerized equipment and 
technologically advanced machinery.” 

“We create an atmosphere within the 
company that allows interns to truly learn 
about the career they are studying and their 
prospective roles.”

Rick Woods, engineering manager, Pferd Inc.

in October, Manufacturing Day, 
a nationwide celebration of the 
industry meant to inspire the next 
generation of manufacturers, is open 
for every manufacturing company to 
participate. 

In 2016, Pferd’s Manufacturing Day 
event was one of 2,806 held across 
the country. In addition to hosting a 
career fair, the company also offered 
students hands-on sessions to see 
Pferd products in action as well as 
tours of the manufacturing plant 
where its products are made.  

“We took Manufacturing Day one 
step further and turned it into a 
career day, too,” said Maria Cartier, 
marketing manager at Pferd. “The 
Pferd team was excited to share the 
day with students and visitors and 
to show not only our manufacturing 
facility, but the various career 
opportunities within manufacturing.” 

Be an intern
For those already interested in 
exploring a career within the industry, 
Pferd created an internship program 
that gives current college students the 
opportunity to put their classroom 
knowledge into practice.

By providing students direct views 
into the company’s plant, Pferd is 
helping them make a connection 
between school and work, 
something that can be difficult to do 
when sitting in a classroom. 

“Students who don’t think they 
will ever use algebra or geometry 
again will see math and science 
throughout manufacturing and 
engineering,” Skaalen said. 

In addition to partnering with local 
organizations, Pferd has also taken 
an even more direct approach 
to attracting future workers by 
hosting a career fair during its 
Manufacturing Day event. Held 
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The formalized internship program 
started three years ago and includes 
two rotations each year in engineering 
and quality. Additionally, the company 
has also given internship opportunities 
to those interested in marketing. Since 
embarking on its commitment to the 
next generation of manufacturers, 
Pferd has ushered more than 10 young 
individuals through its programs.

“We create an atmosphere within 
the company that allows interns to 
truly learn about the career they are 
studying and their prospective roles,” 
said Rick Woods, engineering manager 
at Pferd. “An internship allows them 
to gain experience and make results 
happen.”

The company integrates interns into 
actual functional parts of the business, 
from quality and safety to engineering 
and marketing, working side by side 
with individuals that have been in the 
field for years. Pferd interns tout the 
company’s intimate work environment 
for providing them a full view of the 
impact and value their work can make 
across the organization. 

“[The] real life experience and hands-on 
learning gives me a much better grasp 
on what I learn in the classroom,” said 

Pferd gives students a first-hand 
look at its facilities to shed a 
positive light on what it’s 
like to work in the 
manufacturing industry.
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Pferd’s U.S. 
headquarters 

are located 
in Milwaukee 
where it also 

houses its brush 
manufacturing and 
central distribution 

operations. 



With a commitment to inspire the 
next generation of manufacturers, 

more than 10 young individuals 
have participated in Pferd’s 

internship program.

PFERD INC.

“[The] real life experience and hands-on 
learning gives me a much better grasp on 
what I get in the classroom.” 

Steven Snider, Pferd intern

Steven Snider, a Pferd intern studying 
mechanical engineering in college. 
“I now feel like I have a leg up on my 
career because I am starting out already 
knowing a lot more about design.” 

With baby boomers fast approaching 
retirement, 2.7 million jobs will be up for 
grabs over the next decade. By taking a 
holistic, bottom-up approach to tackling 
the looming skills gap, companies like 
Pferd can influence and inspire the up 
and coming workforce, motivating 

them to see the manufacturing 
industry as a progressive, tech-driven 
career option.
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Trumpf opens tech center 
Trumpf Inc. opened a technology and 
laser center in Santa Clara, Calif., for 
laser processing, micro applications and 
coating technology. The application 
laboratory is equipped with continuous 
wave (CW) lasers and short and ultra-
short pulsed lasers, and the latest beam 
sources and generators, the company 
says. It joins Trumpf’s other U.S. 
application laboratories in Detroit and 
Farmington, Conn. 

Coherent completes 
acquisition 
Coherent Inc. completed its acquisition 
of Rofin-Sinar Technologies Inc. The 
acquisition, which was valued at 
approximately $942 million, reportedly 
makes Coherent the world’s largest laser 
products manufacturer.

|   INDUSTRY NEWS

Mazak Optonics names 
president 
Mazak Optonics Corp. promoted 
Al Bohlen to president of its North 
American operations. Bohlen served 
as vice president and general manager 
since 2013. According to the company, 
the launch of Mazak’s new direct-
diode laser technology and laser 
machine manufacturing operations 
at its Kentucky campus makes this an 
important time for Mazak. Bohlen’s 
depth of technical experience will help 
strengthen Mazak’s position in this 
evolving market.

Sciaky delivers 3-D printer 
to Airbus 
Sciaky Inc., a supplier of metal additive 
machines, sold an Electron Beam 
Additive Manufacturing (EBAM) 
110 System to Airbus. The aircraft 
manufacturer will utilize the metal 
3-D printing system to produce large 
structural titanium parts. The EBAM 
system utilizes wire feedstock, which 
can accommodate a variety of metals 
and refractory alloys, such as titanium, 
tantalum, niobium, tungsten, Inconel 
and stainless steels. It has a work 
envelope of 70 in. by 47 in. by 63 in.

HIWT opens learning facility 
The Hobart Institute of Welding 
Technology opened its Next Generation 
Welder Learning facility on its Troy, 
Ohio, campus. The 16,000-sq.-ft. 
building features three state-of-the-art 
classrooms that seat up to 120 students. 
The facility also houses a dedicated non-
destructive laboratory and classroom for 
hands-on liquid penetrant and magnetic 
particle inspection and training. It 
features a large welder performance 
qualification laboratory for destructive 
testing, as well. The facility offers student 
learning experience for welder skill and 
technical training as well as qualification 
testing and certification services.

http://www.us.trumpf.com/en.html
https://www.coherent.com/
https://www.mazakoptonics.com/
http://www.sciaky.com/
http://www.airbus.com/
https://www.welding.org/
https://www.welding.org/
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Wilson Tool  
launches website 
Wilson Tool International, a manufacturer 
of tooling systems for punch presses, press 
brakes, and punch and die components 
for the stamping and tableting 
industries, launched the company’s new 
website. According to the company, 
the new website gives visitors a better 
understanding of product offerings and 
uses, easier navigation and intuitive 
functionality that is compatible with the 
latest browsers and mobile devices.

|   INDUSTRY NEWS

EVS Metal acquires  
laser cutter 
EVS Metal Inc. acquired a new Amada 
LCG3015AJ fiber laser for its Riverdale, N.J., 
facility. The machine features a high-speed 
cutting head, helical rack-and-pinion drive 
system and intuitive AMNC 3i Control 
touchscreen. According to EVS Metal, the 
machine’s level of precision will improve 
edge quality and broaden the types of 
material that can be cut at its facility, which 
will now include copper and brass. EVS 
Metal provides end-to-end manufacturing 
and logistics services to companies 
throughout the country.

Bunting Magnetics hires 
HR manager 
Bunting Magnetics Co., a supplier of 
magnet and magnetic equipment 
design, manufacturing and 
distribution, appointed Suzanne Hurst 
the company’s human resources 
manager. Hurst will be responsible for 
recruitment and other duties for the 
Kansas-based company as well as its 
Magnet Materials division in Illinois.

Jetline integrated into 
Miller brand 
Miller Electric Mfg. Co. announced the 
integration of welding automation 
products from Jetline Engineering Inc. 
into the Miller brand. The integration 
allows Miller to better serve customers 
with an expanded offering of welding 
automation solutions. Jetline was 
acquired by Illinois Tool Works (ITW) 
in 2000 and integrated into the ITW 
Welding Products Group, which also 
includes Miller. Jetline will change to 
a joint logo on all products, labels and 
marketing communication materials. 
Jetline customer support and service 
staff will remain in Irvine, Calif.

Automated Precision 
names senior VP
Automated Precision Inc. named Song 
Chung new senior vice president of 
global sales and marketing. Chung 
comes to the company after a 20-year 
career with Perceptron Inc., where he 
most recently served as senior vice 
president and chief technology officer.

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

https://www.wilsontool.com/
http://www.evsmetal.com/
http://buntingmagnetics.com/
https://www.millerwelds.com/
http://www.jetline.com/
http://www.apisensor.com/
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|    NEW PRODUCTS

LVD Strippit adds fiber 
lasers 
LVD Strippit expanded its fiber laser 
portfolio with the addition of the 
Phoenix FL 4020 and Phoenix FL 6020. 
The machines handle sheet dimensions 
of 160 in. by 80 in. and 240 in. by 80 in., 
respectively. Available in 3-kW, 4-kW and 
6-kW versions, the models can cut thin 
and thick materials and process large 
sheets. The company says the cutting 
head allows for automated adjustment 
of focus position and focus diameter, 
known as “zoom focus.”

Miller’s new laser welding 
solutions 
Miller Electric Mfg. Co. offers two new 
laser welding solutions. PerformArc 
pre-engineered robotic welding 
systems are available as laser welding 
systems and have a hotwire power 
supply that can be used for welding, 
cladding and additive manufacturing. 
PerformArc laser welding systems are 
pre-engineered cells that combine the 
robot, laser, optics and all accessories 
into one fully integrated unit that 
includes a Class 1 laser enclosure, choice 
of laser and process head, robot teach 
pendant and fume hood.

Omax launches support 
service 
Omax Corp. launched its Digital 
Customer Dashboard. This customer-
centric digital initiative allows the 
company to further strengthen 
its service and support as well as 
streamline the overall parts purchasing 
experience for customers. At the portal, 
an intuitive dashboard greets customers 
who can then access part-order status, 
service cases, manuals, e-learning 
materials and account management 
tools. After setting up personalized 
accounts, customers can download 
software and engage one-to-one with 
customer service representatives.

Metabo introduces gold-
colored grinders 
Metabo Corp. is celebrating the 50th 
anniversary of the Safety Slip Clutch 
by offering an angle grinder with gold 
motor housing and guard.  Two versions 
are offered, the 4 1/2-in. WP9-115 Quick 
and the 6-in. WEP15-150 Quick. The 
smaller grinder comes with an original 
grinding wheel, while the larger model 
includes two original slicer wheels. Both 
models feature the Safety Slip Clutch, 
anti-vibration side handle, quick-change 
nut system and non-locking paddle 
switches. The 6-in. grinder features an 
electronic package to stabilize its RPM 
while under load.

http://www.lvdgroup.com/us
https://www.millerwelds.com/
https://www.omax.com/
https://www.metabo.com/us/enus/
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Grieve offers tempering 
furnace 
The No. 1041 model inert atmosphere 
tempering furnace from Grieve Corp. 
is a 1,400-degree F unit. It features 
workspace dimensions of 48 in. by 72 
in. by 48 in. and nickel chrome wire 
coils supported by a stainless steel 
frame. A 9,600-CFM, heat-resistant 
alloy, recirculating blower powered by 
a 15-hp motor provides vertical upward 
airflow. The furnace feature 7-in.-thick 
insulated walls comprised of 5-in.-thick 
2,300-degree F ceramic fiber blankets 
and 2-in.-thick 1,900-degree F  
block insulation. 

Muller adds logo option 
Muller’s Logo Wrap solution, which 
was previously only available on the 
company’s Octopus line of high-speed, 
automatic stretch wrappers, is now 
available on the Yellow Jacket Orbital 
stretch wrapper. The Logo Wrap option 
gives fabricators the opportunity to 
custom brand pallet loads. Logo Wrap 
film can be customized to meet any 
application and is applied as part of 
the normal stretch wrapping process. 
Stretch wrappers secure complex 
fabrications, metal parts and loose 
assemblies on a pallet.

|    NEW PRODUCTS

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

Touch HMI for file transfers 
Shop Floor Automations’ Predator Touch 
HMI is a big button interface application 
that the company says makes it easier 
for sending and receiving programs for 
machinists. The HMI’s buttons can be 
customized to take advantage of the new 
Internet of Things atmosphere on shop 
floors. While Touch HMI is the front end 
that machinists use, multiple Ethernet 
protocols are used on the back end. 
Several Ethernet protocols can be utilized 
by Touch HMI, including Fanuc FOCAS, 
Windows Share and FTP.

http://www.grievecorp.com/
http://www.mullerlcs.com/
mailto:amiller%40techgenmedia.com?subject=
http://www.shopfloorautomations.com/
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Ever since Techgen Media Group 
opened its doors, the overriding goal 
has been to help readers make the 
most of their fabricating operations. 
That goal was first realized in the 
pages of FAB Shop Magazine Direct 
and continued over the years with 
the launch of an entire family of 
publications, including Shop Floor 
Lasers, Welding Productivity, Sawing 
Productivity and Tube and Pipe 
Magazine. Today, it continues with 
Modern Abrasives and Deburring – or 
MAD magazine, as we like to call it.

And actually, the team at Techgen 
couldn’t think of a better way to start 
the New Year than with this inaugural 
issue. For those of you familiar with 
Techgen, you’ve watched us grow 
and expand our coverage of the 
fabricating industry. Coupled with our 
other publications, MAD widens our 
coverage in an effective way – literally 
taking us from start to finish.

As the name alludes, the editorial is 
designed to give readers the most 
current information available for 
finishing and prep for metal products, 
ranging from tube and pipe to sheet 
metal, heavy plate and machined 
parts. Each issue, readers can expect 
articles that discuss new strategies and 
products that are hitting the market. 

To make sure that our readers get 
the most out of this new publication, 
we invite input from the people who 
matter the most to us: the fabricators 
and manufacturers that are – day in 
and day out – working hard to make 
their operations as productive and 
profitable as possible.

So send us your story ideas. Or tell us 
about the challenges you face, and 
we’ll try to track down a solution that 
fits. E-mail me at  
amiller@techgenmedia.com

Happy reading!

DEAR READERS

Editor-in-Chief

amiller@techgenmedia.com

Abbe Miller
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FLEXIBLE 
FINISHING

by Susan Woods, managing editor

Understanding flap disc features, including how to trim them



lap discs allow the user to grind and finish with 
one product. This minimizes the number of 
products required to complete a job, eliminates 
the need for product changes and, ultimately, 
minimizes downtime.

Used almost exclusively on right-angle grinders, 
flaps can be applied at an angle or flat to the 
workpiece. Type 29 conical discs with angled 
flaps provide greater work surface contact for 
stock removal. Type 27 discs with flat flaps are 
used primarily on flat surfaces and are the best 
choice for light pressure applications, such as 
blending and finishing.

Flap discs with a trimmable backing plate allow 
the user to gradually remove the backing to 
preserve the desired flap overhang.  

F
This allows additional versatility and 
the ability to fine tune the amount 
of flexibility in the flap for specific 
grinding and finishing applications, 
including hard-to-reach areas such 
as corners, irregular shapes and fillet 
grinding. A trimmable backing also 
provides flexibility at a variety of 
grinding angles.

“In my experience, there are two 
main reasons for an application to 
require a trimmable flap disc,” says 
Rick Hopkins, product manager 
for welding and fabrication, Weiler 
Abrasives Group. “The applications are 
typically centered around a specific 
finish the user is trying to achieve or a 
tricky angle of approach or workpiece 
orientation.”

First, in most blending and finishing 
applications, the amount of flap 
that extends beyond the backing 
plate (the overhang) is critical. With 
no reinforcement, it is pliable and 
flexible, allowing the user to blend 
and “feather” to a desired finish. Taking 

advantage of this increased flexibility 
reduces pressure and makes blending 
easier with less risk of gouging or 
undercutting the workpiece.

When grinding on internal diameters 
of parts such as pipes, tanks and 
bearing seats, a trimmable flap disc 
allows the user to fully trim the back 
plate to the recommended minimum 
diameter, allowing the flaps to curl up 
and over the back plate and conform 
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to the contour of the bevel or 
internal curve. This is also extremely 
effective for grinding fillets.

NO PLASTIC
Ben Lampi, also a product manager 
at Weiler, notes that although 
trimmable backing plates are often 
referred to as plastic, the backing 
for trimmable flap discs is actually 
glass-filled nylon. It is important to 
understand the difference because 
plain plastic could shatter when 
trimmed.  

“Just because a flap disc is 
advertised as having a plastic 
backing, that does not make it 
trimmable,” he says. Always check 
to be sure that a flap disc is marked 
“trimmable” before attempting to 
trim the back plate.

Plastic is more brittle, making 
it more susceptible to failure if 
trimmed. With glass-filled nylon, 
there is some pliability, allowing the 
discs to be trimmed without risk of 
failure. The nylon is softer allowing 

the material to just gradually shear 
rather than chip or break away. 

The recommended maximum trim is 
3/8 in. from the edge of the original 
backing plate on Weiler flap discs. 
“Every manufacturer has its own mark 
on its discs that tells you how far back 
you can safely trim the backing,”  
Lampi says.

THE APPROACH
Trimming an approved trimmable flap 
disc is safe and relatively easy, but it 
does require some practice  
and skill.

According to Hopkins, first, allow the 
flap disc to come up to speed. Then, 
slowly lift the disc so that the top of 
the flap (overhang) comes in contact 
with the sharp piece of scrap metal 
or sharp metal corner being used to 
do the trimming. Using moderate, 
controlled pressure, push directly into 
the corner of the metal. Apply the 
pressure in, not up to prevent damage 
to the flaps. If you continue to pull up 
on the disc while trying to trim the 

Weiler’s Saber Tooth ceramic flap 
disc being used on stainless 
steel railing. 
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A flap disc being 
trimmed using a sharp 

metal corner.

backing, you can damage or ultimately 
cut through the flaps.

“First-time users may question the 
safety of performing the process and 
can be reluctant to try it,” Hopkins 
notes. “However, it is a skill that is 
relatively easy to learn and becomes 
natural and almost automatic.  With 
practice and proper care, trimming a 
flap disc is safely managed.”

MAKING CHOICES
The flap disc market is a mature 
market, with hundreds of 
manufacturers worldwide. Making an 
informed decision about the quality 
level and performance of available 
discs requires some understanding of 
the disc components and features.

Flap disc performance is directly 
related to the abrasive material, grit 
size and cloth material. Three primary 
abrasive grains are used. Aluminum 
oxide grains provide consistent finish 
and lower cost.

Today, the most popular grain used is 
zirconia alumina. Zirconia alumina is 

sharper and more resistant to heat, 
providing faster, more aggressive 
cutting and increased durability. 
Although it is a bit more expensive 
than aluminum oxide, zirconia 
alumina’s increased performance 
and durability often provide a lower 
overall cost of use.

Ceramic alumina grains are designed 
to micro-fracture, maintaining their 
sharpness and high cut-rate for longer 
periods. Because it is the sharpest, 
hardest and most resistant to heat, 
ceramic is the best choice for exotic 
and hard-to-grind materials. But it is 
also the most expensive.

Deciding on a flap disc starts off with 
an understanding of the workpiece 
material, size, orientation and desired 
finish. With general carbon steel 
or mild steel, aluminum oxide and 
zirconia alumina are appropriate 
choices. Zirconia is also good on some 
harder metals without introducing as 
much cost increase as with ceramic.

When the material is harder to grind, 
such as stainless steel, armored steel, 
tool steel, titanium, Inconel, 
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hard nickel alloys or even cast iron, 
choosing a ceramic alumina product 
often proves itself to have a lower 
overall cost of use.

Hopkins notes more and more users 
are willing to spend a high dollar 
amount on flap discs. “But something 
not everyone is aware of is that you 
have to use the correct tool with 
ceramic in order to take advantage 
of its ability to fracture and self-
sharpen,” he says. “If you’re not using 
a high-speed, high-amp power tool 
that is capable of maintaining a high 
tool speed throughout the grinding 
processes, ceramic grain may not give 
you the best bang for your buck.”

FINISH UP
The next factor to consider is the 
desired finish. “If the user is talking 
about the end finish requirements 
right out of the gate,” Hopkins says, 
“he needs to consider a disc that 
is more for finish specifications.” 
Trimmable flap discs provide a great 
deal of versatility in these types of 
applications.  

Flap disc choice also depends on 
how much flexibility there is in the 
application. “You grind differently 
on a steel I beam used in industrial 
applications then you do a stainless 
steel work surface for a medical exam 
table,” Hopkins says.

Weiler’s ceramic flap discs have a 
coating that helps keep grinding 
temperatures cooler to protect parts 
from heat discoloration and prevent 
loading on softer alloys.  Weiler flap 
discs are also contaminate-free, 
making them a good choice in any 
stainless steel application where 
oxidation and contamination is a 
concern.

“Just because a flap 
disc is advertised 
as having a plastic 
backing, that does not 
make it trimmable.”
Ben Lampi, 
product manager, Weiler 
Abrasives Group

Weiler’s family of Tiger 
flap disc cover a range 

of applications. 
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Weiler’s new Tiger Angled flap 
discs allow versatility without 

the need to perform any 
trimming operation on the disc.
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OTHER CONSIDERATIONS 
The density of the flaps on the disc – 
the quantity, angle and spacing of the 
flaps on the backing plate – can  
vary widely.

Standard-density flaps are ideal 
for most medium to heavy-duty 
applications and high stock removal. 
High-density flaps are ideal when 

Glass-filled nylon backings provide a 
contaminate-free option and can be 
trimmed to suit the user’s need for a 
specific application.

Aluminum backings are good in 
applications requiring high strength 
and rigidity. 
 
Weiler remains one of the few that 
still offers aluminum backed flap 
discs, which are still demanded by 
the pipeline industry.

Deciding on a flap disc or changing 
to a different disc can be made easier 
by relying on the disc manufacturer’s 
expertise. “We want to understand 
what it is you’re doing and what 
your expectations are so we can 
recommend the best possible 
products to give you that,” Lampi 
says. “It is not just recommending the 
most expensive, highest performing 
disc, but matching the best product 
to the application.”
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Weiler’s Tiger Angled 
flap discs are for 

grinding steel and 
stainless steel fillet 

welds.

working on irregular or curved 
surfaces.

“By adding flaps, you get a more 
pillowy effect where the disc is more 
conformable and can ‘float’ over 
irregular surfaces to grind,” Hopkins 
says. “High-density discs are a good 
choice for grinding on exterior  
surfaces of tubes, pipes and tanks.”

Weiler’s Tiger X flap discs also offer a 
dual flap construction. The benefit of 
dual flaps is that more than one kind 
of abrasive can be used on different 
flaps to achieve specific grinding 
characteristics. 

All flap discs are a combination of 
abrasive flaps adhered to a rigid 
backing plate that provides stability. 
There are three different material types.

Phenolic or fiberglass offers high 
strength and is lightweight. Fiberglass 
backing is the most popular due to its 
lower cost and ability to be used in a 
variety of applications.

http://www.weilercorp.com/


by Jimmy Myers, senior editor

A shrink-wrap machine 

manufacturer finally finds a 

deburring and buffing machine 

that meets its needs

GAINING AN 
EDGE



It became a decades-long search for Olivier Cerf. He 
wanted a machine that could deburr and buff metal 
parts at the manufacturing plant where his company, 
Polypack Inc., builds shrink-wrap machines. As vice 
president of operations, Cerf researched deburring 
and buffing machines for years and years, never 
finding anything that would fit exactly what they 
needed. Finally, nearly two years ago, he discovered 
MetalFinish LLC and a particular machine, the NS 
DM1100C.

“I never found a deburring and buffing machine I 
could use until I stumbled onto MetalFinish. It took 
30 years to find this machine,” Cerf says. He explains 
that he was looking for a machine that could handle 
a variety of part sizes, that would be easy for his 
employees to use and wouldn’t cost a small fortune.
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Polypack, a company founded in 
France in 1959, has a global reach 
with branches in Germany, France and 
Mexico. Headquartered in Pinellas 
Park, Fla., Polypack manufactures 
fully automatic tray loader/formers, 
total closure forming head wrappers, 
sleeve wrap shrink wrappers, tray and 
shrink systems, and a number of other 
machines for shrink wrapping a variety 
of products. 

“Polypack specializes in designing 
and building packaging equipment 
tailored to the needs of clients’ 
applications,” Cerf explains.

A SOLID ROI
Polypack uses a number of 
metalcutting machines to manufacture 
parts for its product, including lasers. 
For some manufacturers using a laser 
or other metalcutting or stamping 
technologies requires the need to 
invest in some type of deburring and 
buffing process to smooth out the 
edges. At Polypack, three workers 
tackled the deburring and buffing task 
by hand.

The DM1100C can handle parts 
large and small. Polypack 

has improved production 
efficiency by 150 percent since 

bringing the machine into its 
manufacturing plant in Florida.



The abrasive brushes on the 
DM1100C are engineered to deburr 
and buff rough edges, yet leave 
PVC and other coatings intact.

MAD 16January 2017

“Before we got the NS DM1100C,” Cerf 
says, “we did everything manually. We 
used a hand deburrer to sand down 
the edges and the holes. Now I have 
one person that operates the machine, 
and we are going 150 percent faster.”

Considering the time Polypack is 
saving, the money it is saving on 
materials needed to manually deburr 
and buff parts, and the quality of 
the parts after they go through the 
DM1100C, Cerf says the partnership 
with MetalFinish has been a “win/win.”

“The return on investment was one 
year for us,” he says. “Better quality, less 
belting materials – we’ve only replaced 
the belt once.”

THE RIGHT MACHINE
Referred to as an affordable edge-
rounding, cross belt machine by 
MetalFinish, the DM1100C includes 
0.75-kW conveyor motors and two 
3.0-kW sanding belt motors and can 
work with materials up to 2 in. thick 
and 43 in. wide. A 63-in.-wide version 

is also available. The machine can also 
tackle parts as small as 2 in. by 2 in. 
MetalFinish points out that this is an 
advantage over competitors that have 
a typical minimum part size in the 
range of 2 in. by 7 in. 

The DM1100C has cross belt heads 
that aggressively round inner and 
outer contour edges, yet leave the part 
surface relatively unscathed.

Any material that needs to be 
deburred or buffed is suitable for the 
machine, such as aluminum, copper, 
titanium, stainless steel and steel, and 
also including galvanized 

“The difference for us 
was the simplicity of 

the machine.”
Olivier Cerf, 

vice president of operations, 
Polypack Inc.



materials and aluminized and PVC-
coated steels. Parts coming from a 
laser, shear, punch, drill or waterjet 
machine can be processed through 
the DM1100C. The machine actually 
runs in a dry environment, but is 
best complemented with a wet dust 
collector, which is especially useful 
when processing mixed materials.
 
The DM1100C operates with two 
counter-rotating cross belts that 

operate 90 degrees to the feed belt.
The belts contain abrasive pad 
blocks that wear down the barely 
visible sharp edge left by the initial 
cut, leaving a soft edge. It’s this 
geometry that produces a strong 
rounding action on the edges, yet 
gently touches the surface of the 
parts being processed. It’s also this 
action that makes the machine 
a good match for any number of 
materials.

Watch the DM1100C in operation to see how quickly and easily a belt can be 
replaced. 

BESTING THE COMPETITION
MetalFinish believes this machine is 
better suited for many applications 
in precision sheet metal shops in part 
because it costs about half as much as 
the dual-sided cross belt machines on 
the market and because it can handle 
smaller parts. The DM1100C is also 
configured for a belt replacement in 
less than three minutes. 

Other perks of the DM1100C include its 
ability to replace manual labor by an 8:1 
ratio, its low total consumables cost of 
approximately $6 an hour and its ability 
to improve consistency of edge quality 

over manual processing. Further perks 
include a single shift cost of $7.82 
per hour and – even in shops with 
low volumes of deburring and edge 
rounding – ROI comes quickly.  

But the main argument for the 
machine, the company says, is actually 
its incredible simplicity. This results in 
ease of use and achieves top grades  
for reliability.

In today’s manufacturing environment, 
nearly everyone is looking for ease of 
operation. MetalFinish caters to this 
need by allocating the operator panel 
on the right side of the machine with 

MetalFinish built the 
DM1100C with 0.75-kW 

conveyor motors and two  
3.0-kW sanding belt motors 

that achieve an excellent finish 
as is shown on the part on top. 
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easy setup adjustments for material 
thickness. 
 
The operator can also easily control the 
feed rate and media surface pressure 
controls. MetalFinish claims operators 
can prepare a precise set up from job 
to job in 30 seconds or less.

“The difference for us was the 
simplicity of the machine,” Cerf 
explains of Polypack’s decision to go 

with the DM1100C. “We also added in 
a feed table and conveyors before and 
after the machine.”

MetalFinish says the parts return system 
option, which is designed for parts up 
to 12 in. long, saves time and operation 
costs related to parts handling. By 
using the parts return system, a single 
operator can feed, inspect and store 
all the parts being fed through the 
DM1100C without going back and 

MetalFinish says the DM1100C 
replaces manual labor by an 8:1 
ratio and that even low-volume 
deburring and edge rounding shops 
see an excellent ROI.

In this video, a MetalFinish representative performs a walk-through for processing 
small parts in the DM1100C. 

Operators can replace a belt on the 
DM1100C in less than three minutes, 
which reduces down time and improves 
productivity.

METALFINISH LLC

POLYPACK INC.
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forth. This is especially productive for 
jobs that require double-side edge 
rounding. The wheeled assembly of 
the system ensures easy removal when 
jobs call for larger parts that won’t fit 
the system.

Cerf made the investment in the 
DM1100C in early 2015. “In all 
seriousness,” Cerf says, “it’s my best 
investment of 2015. It’s a really great 

machine – it doesn’t break down –  
it’s just very, very good. I wish I  
could say that about a lot of our other 
machines.”

https://www.youtube.com/watch?v=hW7EmVg8MKM
http://www.metal-finish.com/
http://www.weilercorp.com/
http://www.polypack.com/
http://www.weilercorp.com/
http://www.metal-finish.com/
http://www.polypack.com/


A few tips to achieve the ideal surface finish 
for which stainless steel is known

SMOOTH 
SURFACE
by Aaron Beck, 
abrasives product manager, 
Suhner Industrial Products LLC



rom appliances to structural parts, 
sheet metal housings and architectural 
adornments, stainless steel is often the 
material of choice. This is because of the 
unmatched surface finish that can be 
achieved. Choosing the right equipment 
and consumables, however, is essential to 
achieve that fine finish. Beyond the finish, 
manufacturers are also looking for the 
proper equipment that can get the job 
done faster with less operator fatigue.

F
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Fine grinding, by definition, is the 
blending of the weld to the surface of 
the metal for a smooth, consistent and 
attractive appearance. To produce  
the desired finishing results on 
stainless steel grades, there are a 
few tips that can help. And they 
often boil down to how today’s 
handheld grinding equipment and 
consumables can affect a better 
outcome in a metals fabricating shop 
or manufacturing facility.

WELDS ON STAINLESS STEEL
One of the first items to tackle when 
producing a desired surface finish 
on stainless steel is dealing with 
the welds created in the fabrication 
process. Part of that process includes 
the regraining of the material near the 
weld. To begin the graining process on 
a stainless steel weld with a pregrind, 
it’s recommended to use a pneumatic 
right-angle grinder with a plastic 
support plate with a cooling effect  

The final step in 
achieving a mirror 

finish on a stainless 
steel tube is using a 
buffing wheel and a 

polishing paste.



and an 80-grit fiber disc. To finish the 
job, use a pneumatic drum using a 
straight grinder. 

Additional suggestions include 
graining the surface with a right-angle 
grinder with nonwoven, medium or 
high-hardness finishing discs as well as 
grinding the weld bead with a 120-grit 
grinding belt and following it up with a 
40- to 320-grit finishing belt.

Weld beads can be an undesired 
aspect of the welding process that 
must be removed. In structural 
steel miter joints, use 60- to 150-
grit zirconium fiber discs to remove 
the beads. Then, use a drum sander 
with a 40- to 220-grit zirconium 
blend belt. Cover with a template. 
It’s also suggested to use a surface 
conditioning belt to achieve the final 
desired surface finish. For a satin finish, 
use a 100- to 200-grit fine flap brush.  

For welds on corners, squares and 
rounds, many manufacturers need to 
blend the welded surfaces to produce 
an attractive welded connection. 

This is especially true on stainless 
steel railings. To properly blend these 
welded surfaces, use 40-, 60- or 
80-grain belts in a belt grinder to grind 
down the weld. Then, use a coarse, 
medium, fine or ultrafine conditioning 
belt to blend the surface.

Blending welded surfaces on 
corners, squares and rounds is 

the key to producing attractive 
welded connections on railings.

For flat surfaces, use an elastic drum 
and nonwoven nylon flat brush. For 
pipes and tubes, use a tube polishing 
wrap. Grain sizes to 320 will produce 
the desired results even on extremely 
small radii. 

Getting a smooth surface finish on 
inside corners of a stainless steel 
component can also be difficult – but 
fortunately, there are tips for that, as 
well. Begin by smoothing the weld 
with an electric angle grinder with an 

80-grain mini flap wheel. Then, fine 
surface grind the area with an electric 
angle grinder and soft disc – anywhere 
between an A160 and A16 grain – with 
a 3M Trizact grinding wheel. Finally, 
an electric file and nonwoven pads – 
between 60 and 400 grain – will define 
the surface grain.

TOOL NEEDS
The proper use of the regulated speed 
on the grinder also helps achieve an 
optimal surface finish, so it’s key to 
choose tools with speed regulators. 
To make the tool easier to use while 
also reducing operator fatigue and 
increasing finish quality, choosing a 
tool with an adjustable belt grinder 
arm is a good idea.

With the goal of reducing downtime 
and operator fatigue – no matter 
the product at hand – tools that 
offer quick-change tooling systems 
and portability are available. When 
a portable tool has a detachable 
handpiece, the weight of the entire 
drive unit doesn’t need to be carried. 
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To fine grind the shaft and flanks of an 
extruder feed shaft, it’s recommended to use 

a roll attachment.

For welds on corners, 
squares and rounds, 
many manufacturers 

need to blend the 
welded surfaces to 

produce an attractive 
welded connection.

Operator fatigue can also be reduced 
with portable models developed 
specifically for working in confined and 
hard-to-reach places.

It’s also helpful to look for dust-
sealed tools with low noise levels 
and vibration-free operation as dust, 
noise and vibration can be harmful to 
operators. Air-cooled induction motors 
also provide long service life and 
minimum wear.

THE PEEL EFFECT
While welds can create a bit of a 
hurdle when attempting to produce a 
smooth surface finish, other types of 
metalforming can also be detrimental 
to the surface of stainless steel. One 
of those issues is referred to as the 
orange peel effect. 

According to Industrial Metallurgists 
LLC, the orange peel effect “is a 
cosmetic defect associated with 
a rough surface appearance after 
forming a component from sheet 
metal. It is called orange peel because 

the surface has the appearance of the 
surface of an orange.”
 
To eliminate this effect, start with a 
rough prep using a 40-grain belt. From 
there, fine grind with a soft contact 
roller and a belt, such as an A160 
Trizact belt. For a satin finish, use a soft 
contact roller and medium surface 
conditioning belt. To achieve an 
industrial-grade finish, use a flap brush 
and 220-grain abrasive pad.
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A pneumatic drum using a straight grinder can 
help manufacturers achieve a smooth finish on 
stainless steel.

attachment. Polish with twisted 
polishing rings and polishing paste.
In the case of prepping and finishing 
pressure vessels, a typical No. 4 finish 
with a roughness average of 15 to 
25, use a 40- to 320-grain belt grind 
and finish with a flap brush. For a 
satin finish, use a nylon flap brush 
followed by polishing with a buffing 
wheel and a cutting/polishing 
compound.

Commercial foodservice grills are 
another type of product that needs 
to be made with stainless steel and 
requires a clean, smooth finish. 

Reducing surface weld beads is a 
key challenge on these grills. That 
challenge, however, can be overcome 
by rough grinding with a pneumatic 
grinder with 36- to 80-grit discs. 
Finish grinding with a pneumatic 
drum with a 40- to 220-grit abrasive 
belt is also recommended.

Finally, work all surfaces with an 
extended pneumatic straight grinder 
and 60- to 240-grit fiber brushes. 
Finishing discs of synthetic fiber, 

FINISHES ON SPECIFIC 
PRODUCTS
Some stainless steel products can 
be more challenging than others 
when producing a fine surface finish. 
Something as common as a stainless 
steel tube comes with its own 
difficulties when attempting to achieve 
a mirror finish. 

To overcome these challenges, 
prepare the surface of the tube with 
a belt grinder using an 80- to 120-
grit zirconia belt. Then switch to a 
surface conditioning belt for medium 
to ultrafine finishes. Use a pre-polish 
wheel and polishing compound. 
Finally, polish with a polishing wheel 
and polishing compound, then 
complete the mirror finish using a 
buffing wheel and a polishing paste.

For extruder feed shafts, start with a 
preliminary grind using a belt grinder 
and between a 40- and 80-grain 
zirconium corundum belt to grind 
and polish. Work the flanks with 80- 
to 120-grain Velcro fiber wheels. Fine 
grind the shaft and flanks with a roll 
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grit and resin will complete the job, 
eliminating welding discoloration.  

The guidelines here provide a 
starting point to finish the job, no 
pun intended, and most tool and 
abrasive suppliers are ready to 
offer suggestions for everyday or 
particularly challenging applications. 
Take advantage of their experience.

Fine grinding, by definition, 
is the blending of the weld 
to the surface of the metal 
for a smooth, consistent and 
attractive appearance.

SUHNER INDUSTRIAL 
PRODUCTS LLC

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.

http://www.suhner.com/site/index.cfm?id_art=75537&vsprache=EN
http://www.weilercorp.com/
https://usmetalworkingsourcebook.com/
http://www.suhner.com/site/index.cfm?id_art=75537&vsprache=EN


a

INDUSTRY 
NEWS

FEIN APPOINTS NEW 
PRESIDENT, CEO

Fein Power Tools Inc. named Attila 
Madarasz president and CEO in charge 
of all U.S. operations. Madarasz comes 
to Fein from Desoutter Tools and Atlas 
Copco. He has more than 20 years of 
experience working in global business 
development and sales of retail and 
industrial-based products. Madarasz 
brings with him proven growth results 
and an understanding of the industry 
on a global scale.

METABO CORDLESS 
9-IN. GRINDER

NORTON 
INTRODUCES BELTS 
AND DISCS

Metabo Corp. released a 9-in. cordless 
angle grinder, the WPB 36 LTX BL 230. 
Designed with the company’s 36-V 
brushless motor and lithium high-
density battery technology, the tool 
is capable of producing 2,400 W. It 
incorporates safety features such as 
an electronic safety brake system that 
stops wheels in 3 sec., electronic safety 
clutch that helps prevent kickback, 
electronic overload protection, soft 
start and non-locking paddle switch. 
The grinder is for heavy-duty remote 
applications, such as pipelines, farm 
maintenance, emergency rescue and 
utility first responders.

Norton-Saint Gobain’s Red Heat R983 
abrasive belts and discs feature a grinding 
aid lubricant that saves changeover time. 
The flap discs and quick-change discs are 
for applications such as welding, MRO, 
transportation and aerospace. Red Heat 
belts are for MRO, medical, aerospace, 
foundry, welding and transportation 
applications. The flap discs are available 
from 4 in. by 5/8 in. up to 7 in. by 7/8 in.; the 
quick-change from 1 1/2 in. to 3 in; and the 
belts in lengths from 11 in. to 58.3 ft. and 
widths from 1/8 in. to 52 in.
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PFERD’S FLAP DISCS 
FOR FILLETS

SUHNER 
OFFERS 
CORDLESS 
GRINDER LINE

Pferd Inc.’s Polifan-Curve flap discs offer 
rough grinding to smooth finishing 
in a single step. The flap discs are 
specifically for fillet weld applications. 
They have three working surfaces – the 
top face, bottom face and entire radial 
edge – for grinding fillet welds as well 
as unusual curves such as those found 
in ornamental pieces. The discs are 
available in diameters of 4 1/2, 5, 6 and 
7 in., with zirconia, aluminum oxide 
and ceramic oxide abrasives and with a 
7/8-in. arbor hole or quick-change 5/8-
in. to 11-in. hub.

Suhner Industrial Products LLC 
introduced four cordless compact 
grinders. The series consists of a 
straight grinder, belt grinder, fillet 
weld grinder and tube polisher. All 
four have battery packs that deliver 
18 V with a total capacity of 4 Ah. A 
detachable particle guard protects 
the motor from coarse dust. Also, the 
temperature of the battery pack and 
machine is monitored continuously. If 
overheated or overloaded, the device 
is switched off by the electronics. 
A shock absorbent rubber jacket 
shields the battery packs from rough 
environments.

WALTER REDESIGNS 
CUTOFF WHEEL

WEILER 1-MM 
CUTTING WHEELS

Walter Surface Technologies’ 
redesigned Zip Wheel cutoff wheel 
is now more rigid, allowing for 
consistently straighter cuts. It has a 
reinforced rib design on each side 
that allows for cooler cutting, and it 
reduces the amount of dust created. 
The new wheel is made with the 
company’s proprietary grain blend 
so it cuts quickly through steel and 
stainless steel. The new bond matrix 
improves the life of the cutting disc.

Weiler Corp. announced Tiger UltraCut 
thin cutting wheels with true 1-mm 
thickness. The Solid Core technology 
increases the density of the wheels for 
longer life, reduced friction and good 
stability. The wheels are available in 
diameters of 4 1/2 in. and 5 in. The 
self-sharpening zirconia alumina grain 
offers a high cut rate throughout the 
life of the wheel for steel and stainless 
steel applications. The Inox wheels 
incorporate a contaminant-free bond 
for thin gauge and small diameter 
stainless steel. 

To Submit Press Releases, Send Them to Abbe Miller at amiller@techgenmedia.com
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Fabricators have a triple-barreled resource they can reach through FAB 
Shop Direct, or through our sister publications, Shop Floor Lasers and 
Welding Productivity. Together, we cover fabricating topics from different 
angles, each with a different focus, linked to give you more depth or a 
different take on the topics you see in one of the three. 

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

Techgen Media’s Information for
Fabricators is Bigger than Fabshop

METAL DREAMS:  
Profiles of three young fabricators

OLYMPIC ASSIST: 
Welding at the 2020 summer stadium

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/2016/dec/d/#page11
http://magazine.weldingproductivity.com/2016/dec/d/#page20
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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