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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 Auto-
matic Tool Changer have greatly increased our business opportunities
with both current and new customers.”

Vice President of Operations, Michael Rosenthal, put it in meas-
urable 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 re-
duced setup time by 64% and reduced run time by nearly 50%. Sales
and our workforce are both growing again. In addition, our team members
gain invaluable experience as they work with the most technically-ad-
vanced 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
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New technologies and automated systems provide unprecedented levels of flexibility and productivity.
Incorporated in 1994 in a single 5,000 square foot location, EVS Metal has quickly become one of the leading precision sheet metal fabrication 

companies in the U.S. Today, the company’s multi-facility operations in New Jersey, Texas, Pennsylvania and New Hampshire comprise over 271,000 
square feet of manufacturing space. 

Joseph Amico, Vice President of EVS Metal, comments on the company’s formula for success and their partnership with AMADA. “From the be-
ginning, our strategy for consistent growth has been simple: leverage technology, flexibility and skill in both fabrication and design, to provide the highest quality 
products at competitive prices. We chose AMADA as our technology partner because of their leadership position.” 

Scott Berkowitz, President of EVS Metal adds, “AMADA’s innovative machines do much more than ensure consistent quality.  They maximize our flexibility. 
For example, automated tool changes on the EM 3612 ZRT occur during production.  This gives us the flexibility to reduce what we charge for run time, reduce 
our labor input and lead times and provides us with unique capabilities to attract new customers.” 

Joseph Amico reflects on the recent machine purchases, “By partnering with AMADA, EVS Metal stands ready to take on nearly any type of complex, 
high-precision punching, bending and laser cutting project, from prototype to production run, efficiently and cost-effectively.”

Catalyst For Growth.

“Our greenlight  
on time has soared 
above 90%. AMADA’s
innovative technolo-
gies and automated 
systems allow us to
maximize machine  

utilization and 
attract new  
customers.”

The EM 3612 ZRT Turret Punch Press features a 300-station automatic tool changer and a laser-etched ID tool 
management system to ensure maximum flexibility. Equipped with a 6-shelf automated material handling/storage 
system, the EM ZRT enables EVS Metal to achieve 24/7 production.  The EG 6013 AR Robotic Bending Cell is the 
ideal high-speed solution for small, complex parts.  The FOM2 RI 3015 Rotary Index Laser Cutting System provides 
EVS the ability to switch from flat sheet cutting to tube or pipe cutting in less than 2 minutes.

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

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

— Scott Berkowitz

Scott Berkowitz, President (left) and
 Joseph Amico, Vice President of EVS Metal, Inc.
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|   EDITOR’S LETTER 

ROBOTIC AWARENESS 

Whenever I get the chance, I head north to 
Minneapolis to spend time with the world’s 
cutest and smartest 3-year-old, my nephew, 
Neil. I’m not biased, by the way. It’s just a 
fact; Neil really is the best. 

Whenever Aunt Abbe is in town, Neil is 
showered in attention – and anything else 
he wants, including the parentally dreaded 
screen time. Typically, I show him photos 
of my cats, which I figure is harmless. Last 
weekend, as I was scrolling through my 
phone, he asked me to stop on a picture I’d 
taken at Automate 2017, North America’s 
largest automation solutions trade show. 

Although the robots at Automate aren’t 
the type portrayed in kid’s movies like Big 
Hero 6 or cartoons like Transformers, he 
immediately recognized them as robots. 
And he was intrigued. So, we looked at 
other photos and then watched a video of 
one of the biggest robots I encountered at 
the show. And then we watched it again 
and again and again.

Every other year, Automate hosts hundreds 
of exhibitors and thousands of attendees 
– more than 20,000 were expected at 
McCormick Place this year, representing 
a 37 percent increase in attendance 
compared to the previous show in 2015. 
The jump in attendance alone punctuates 
the rising trend of automation. To double 

down on that trend, toddlers are apparently 
more interested in photos of industrial 
robots than they are of cuddly cats.    

Organized by the Association for Advancing 
Automation, Automate showcases cutting-
edge robotics of all shapes, sizes and skills, 
such as the handful of examples featured 
on pages 39 and 40. The goal is to attract 
visitors from around the world to transform 
the way they do business. 

From there, the sky is the limit. Just ask 
Neil. I’m sure he’d have a ton of adorable, 
inquisitive things to say about robots. After 
all, he is the cutest and smartest 3-year-old 
on the planet. Just ask his Aunt Abbe.   

Abbe Miller  

editor-in-chief

amiller@techgenmedia.com

mailto:amiller%40techgenmedia.com?subject=
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According to The Robotic Industries 
Association (RIA), the North American 
robotics market saw a 10 percent increase 
in new orders and shipments of robots 
in 2016. Valued at $1.9 billion, the North 
American market broke its all-time record 
with more than 34,600 robots distributed 
in 2016. 

Even with worries of jobs lost to 
automation on some minds, the robotics 
world continues to expand. So, what’s 
driving this year-over-year growth within 
the industry? According to Jeff Burnstein, 
president of RIA, it stems from a need to 
scale and grow for global competition. 

“Overall, what’s driving the increased 
purchasing is the need to become a 
stronger global competitor, gain a 
competitive advantage, produce better 
quality products and get those products 
to market faster,” he says. 

Automotive and tier suppliers have been 
leading in receiving robotic shipments 
and remain the biggest customers, 
but in recent years non-automotive 
industries such as food and consumer 
goods, life sciences, plastics, rubber and 
metals have doubled their investments 
in automation. “Metals” indicates basic 
metals, such as iron, steel, aluminum, 
copper and chrome; non-automotive 
metal product manufacturing, which 
also excludes machinery and equipment; 
and industrial machinery manufacturing.

Growing world 
of robotics 
by Molly McCormack Moody, 

editorial assistant

http://www.robotics.org/
http://www.robotics.org/


where we’ve seen widespread robot 
adoption, including Germany, Japan and 
China, there has been an increase in both 
jobs and the economy.”

According to a Harvard Business Review 
study of robotics use across 14 industries 
in 17 countries, the use of robots within 
manufacturing raised the total GDP and 
labor productivity by 10 and 16 percent, 
respectively, in the countries studied.  

According to Shikany, RIA has worked 
with several companies that did express 
that they and their employees were 
initially concerned when a robot was 
brought into the business. As they began 
to understand more about the robot’s 
purpose and abilities, employers and 
employees came to see that robots are 
tools that make their jobs easier, allowing 
their companies to grow and create new 
career opportunities.

May 2017 8

ROBOTIC

APPLICATIONS

•  3-dimensional cutting with fiber-coupled laser for 
16 kg robots
•  Low moving mass minimizes inertia transfer to 

robot support arm
•  Right angle entry of all connections, including fiber, 

provides tight access to parts, easy cable routing 
and stress reduction on input fiber

helping to extend the life of internal optics.

Laser Mech’s FiberCut® Right Angle, Compact (RAc) laser processing head is 
nearly 30 percent smaller and lighter than the original FiberCut ® for even tighter 
access robotic cutting. FiberCut® RAc collimates and focuses a fiber-delivered 
laser beam and directs it along with cutting gas through its nozzle for optimal 
metal cutting. FiberCut ® RAc’s nozzle also senses the required tip standoff from 
the workpiece and automatically maintains that distance through its internal drive 
system. The head’s cover glass protects the cutting lens from process debris –

Laser Mech® and FiberCUT® are registered trademarks of Laser Mechanisms, Inc.

“Robots are becoming more flexible, 
more capable and easier to install,” 
says Alex Shikany, director of market 
analysis for RIA, speaking about the 
increased adoption of robots across a 
variety of industries. 

With increased market growth, the 
robotics industry is continuing to 
evolve to create robots that are more 
flexible, smaller and easier to integrate 
into day-to-day operations. These 
flexible models are therefore inspiring 
adoption in smaller facilities.  

“Small and medium-sized 
companies are especially interested 
in collaborative robots, the ones 
that can work side-by-side with 
people,” Burnstein says of the recent 
adoption of robotics for these types of 
businesses. “There will be continued 
adoption of industrial, mobile robotics 
outside of the factory, such as in 
warehousing and distribution facilities 
at companies like Amazon, Target and 
Walmart.”

The robotics industry isn’t about 
finding one solution for one specific 
industry; it’s about creating innovative 

solutions for a variety of end users and 
purposes. RIA champions this progress 
through its Joseph F. Engelberger 
Robotics Awards.

Engelberger award recipients, such as 
Dr. Gill Pratt, CEO of the Toyota Research 
Institute, and Dr. Daniela Rus, professor 
of electrical engineering and computer 
science and director of the Computer 
Science and Artificial Intelligence 
Laboratory at MIT, have done extensive 
research and testing to create robots that 
not only assist industry, but also help 
carmakers create self-driving vehicles 
that aim to reduce traffic fatalities 
as well as assist specific population 
segments, such as the elderly, with the 
ability to be increasingly mobile. Pratt 
won the 2017 Engelberger Robotics 
Awards for Leadership, while Rus won 
the Engelberger Robotics Awards for 
Education.

With the continued adoption of robotics 
and automation across industry 
segments, there is still a definite thread of 
concern within the populace that robots 
will take away job opportunities. “The real 
threat to jobs is the inability to remain 
competitive,” Burnstein says. “In countries 

http://www.lasermech.com
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A press brake tooling manufacturer 
practices what it preaches

// by Kip Hanson, senior editor //



Anyone who’s actually 
done it knows that press 
brake setup is one of the 
most demanding tasks on 

the shop floor. Determining proper 
tonnage, K-factors and overbend 
amounts, optimizing tooling 
positions and gauging subsequent 
bends – these are just a few of the 
considerations that must be dealt 
with, never mind keeping one’s 
fingers out of harm’s way. 

The task is made even more difficult 
as demands on the shop floor 
increase. Customers expect smaller 
lot sizes and shorter lead times, but 
still want competitive pricing. The 
finance manager is asking for lower 
inventory costs and WIP levels. The 

quality manager wants predictable 
processes and zero scrap, while the 
production manager is pushing for 
the best OEE possible. 

And the person in the corner office? 
She wants all of the above, all at the 
same time.

Factor in the retiring journeymen and 
shortage of skilled replacements, and 
even the most unflappable of press 
brake operators needs an extended 
lunch break. 

Setting the stage
One way to appease at least some 
of these demands is the use of high-
quality, quick-change press brake 
tooling, which reduces downtime 

Wila’s tooling production is largely 
automated, relying on automated parts 
handling, Kardex material stockers and 
homegrown logistics software. Much of 
the equipment boasts around the clock 
OEE of 90 percent.



due to the elimination of shimming 
and wrench turning.

Its extreme accuracy improves part 
quality and makes it possible to more 
easily accomplish complex, staged 
bending setups. But no matter how 
accurate the tooling or how fast it 
can be changed, setup still requires 
a knowledgeable, experienced press 
brake operator.

Hans Willemsen is working to change 
that. The managing director of Wila 
B.V., the Netherlands-based press 
brake tooling and automation 
manufacturer, Willemsen notes 
the company has been producing 
punches and dies for more than 
80 years. Yet, it wasn’t until Wila 
management realized the industry 
needed more than good tooling that 
the company began its quantum 
shift toward tooling automation. 

“For our customers to maintain a 
competitive edge, it was important 
that we address the actual bending 
process, especially the hours lost 
to setup,” Willemsen says. “Rather 

than continue to offer only punches 
and dies, we decided to develop a 
comprehensive tooling system and 
make those products part of it.”

Wila started by offering a push-
button exchange tooling system, 
which Willemsen says saves 
substantial time compared with 
traditional bolt-in tooling. The 
company then built on that approach 
with a toolholding system that 
automatically clamps the tools, 
makes certain they’re seated 
properly and tells the machine 
controller where they are, a feat 
that’s accomplished via a closed-loop 
capacity-based electronic positioning 
system similar to a radio frequency 
ID (RFID) tag. From there, the tool 
identification and positioning system, 
or TIPS, was born. 

The next evolution
“TIPS identifies the tool to the 
controller, and the controller then 
looks at the press brake program and 
determines if the tool is in the correct 
position,” Willemsen says. “This makes 
it easy for even less-skilled operators 

One of Wila’s Mazak 
horizontal machining 
centers cutting a die set 
prior to heat treatment 
and final grinding.

mailto:sales.info%40us.abb.com?subject=


to quickly and accurately set up a 
machine.”

Of course, if a less-skilled operator 
can perform a task, why not use a 
robot? Once Willemsen and his team 
were able to automatically determine 
the tool was in the right location, 
that’s exactly what they did.

They designed a gripper able to grab 
the tool from either side that works 
with any industrial robot. They then 
took it one step further by adding an 
integrated tool storage system, one 
that leverages TIPS to tell the robot 
where each tool is located. 

“Some builders use teach mode to 
accomplish similar results, but it is 
time consuming and the operator 
must be fairly skilled to use it,” he 
says. “But with TIPS, any free location 
in the magazine can be used for tool 
storage. Once the system is switched 
on, every address is continuously 
broadcast, and the control knows 
where each tool in the cell is located. 

“If you have a new setup, it’s just a 
matter of loading a new program,” 

he continues. “The robot then finds 
the required tools wherever they’re 
parked in the storage system, puts 
them in the brake and you’re free to 
start bending. It’s very easy to use 
and can even be done in a lights-out 
environment for those shops with 
automated parts handling.”

Bringing it home
Willemsen’s push toward greater 
metalworking efficiency isn’t some 
overblown sales pitch. Since around 
2000, he’s been practicing what 
he preaches, and the Wila factory 
at Goorseweg 7 in Lochem, the 
Netherlands, has become a shining 
(and continuously improving) example 
of a modern manufacturing plant. 

Each machining and grinding cell is 
served by a Kardex material handling 
system and attended by robots that 
move workpieces in and out of the 
various CNC machine tools. These 
include a pair of Mazak horizontal 
machining centers, several pieces 
of Mägerle MFP precision grinding 
equipment, and in-house hardening 
and heat treatment furnaces.

INTRODUCING NEXT GENERATION HE&M SAWS

AMERICAN PRIDE

888-SAWS-R-US WWW.HEMSAW.COM

We’ve spent the last year re-tooling our bandsaw line to make our top 
performing saws even better and with prices starting at $6,800, a 

new custom built HE&M saw is more affordable than you think.

For over 50 years, HE&M has manufactured over 70 models of  
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Wila has also developed its own 
custom software system to manage 
production workflow, inventory and 
logistics. 

Bear in mind this isn’t a high-
production environment. Many  
of the jobs that flow across the  
Wila production floor are special 
orders and are run alongside Wila’s 
typical low-volume, high-value 
product mix.

Willemsen admits the job is made 
easier by the fact that most of the 
parts have similar sizes and shapes, 
but he also notes that each of the 
horizontals, for example, boasts 
7,000 production hours each year 
with an average spindle utilization 
of 90 percent. 

“I’m an entrepreneur who very 
much believes in an integrated 
manufacturing approach, one that 

Wila’s automated toolstation works 
with virtually all major brands of 
press brakes.

Each TIPS “smart tool” has a built-in 
sensor that talks to the machine 

controller, assuring proper 
placement in the press brake.



includes the entire supply chain,” he 
says. “That’s why the flexibility, control 
and utilization we promote to our 
customers are a key part of our own 
internal processes.”

Though Wila’s goals might seem 
easier to achieve than those of a 
typical fabricating shop, where most 
anything that comes through the 
door has to be worked on, as parts 

become more and more complicated, 
so too does the tooling. 

“Because of that, we have a variety 
of shapes to cover, each demanding 
high quality levels,” Willemsen says. 
“Unless we can tightly control our 
processes while simultaneously 
achieving high machine utilization, 
the capital investments we’ve made 
will not produce the desired returns. 

The V-Lock mechanism on Wila 
press brake tooling assures 
extreme accuracy and zero  

die movement.

C’mon in – the Wila factory 
in the Netherlands is 

home to some impressive 
manufacturing technology.



“For smaller job shops, it’s a sizeable 
investment, and so of course they’ve 
been a little slower to jump on board,” 
Glocker explains. “But shops small 
and large alike are beginning to 
realize that an automatic tool changer 
provides far greater flexibility and 
the ability to produce short run work 
efficiently. And the harder it becomes 
to find good operators and achieve 
consistent quality, the more people 
are going to adopt it. It’s definitely 
the direction the industry is taking.”

Vincent Iozzo agrees. A sales engineer 
for the TruBend Group at Trumpf Inc., 
he’s seen a big uptick in interest across 
most of the fabricating community, 
including job shops, aerospace 
manufacturers and OEMs. 

“We introduced the Wila system as part 
of our TruBend Cell 7000 at the 2013 
Fabtech, and have since installed 45 
automated cells worldwide, and our 
13th unit here in the United States just 
recently,”  he explains. 

Trumpf’s ToolMaster automatic 
tool changer in action.

It’s a philosophy that, in my opinion, 
should apply to all manufacturers.”

Spreading stateside
How is his philosophy playing out on 
this side of the Atlantic? According 
to Gunter Glocker, president of Wila 
USA, quite well, thank you. 

“We introduced our quick-change 
tooling system in the mid-90s,” he 
says. “It took a few years for it to take 
off, but it’s gained a lot of traction 
in the last 10 years or so and has 
become a new standard in the 
industry. Most of the major press 

brake builders are offering it, either as 
their go-to system or as one of their 
preferred options.”

But quick-change is just part of the 
picture. There’s also automation. Like 
most in the tooling and machine 
tool industry, Glocker notes that the 
United States has traditionally trailed 
Europe in terms of adopting robotics 
and other progressive technologies. 
But that’s beginning to change, 
especially among larger shops and 
OEMs, which aren’t scared off by 
the relatively high price tag of an 
automatic tool change (ATC) system. 
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The beauty of the system, according 
to Iozzo, is its ability to operate 
in a fully automated fashion. On 
the initial setup, the operator 
loads whatever tooling is needed 
anywhere on the press brake or in 
the tooling library.

Upon initiation of the production 
plan, the robot reads each tool 
location to determine where 
everything can be found, then looks 
at what’s needed for the next job 
and makes adjustments accordingly, 
automatically transitioning from job 
to job after that. “This is an important 
advancement for those customers 
looking for lights-out capabilities,”  
he says.

Don’t be concerned about the 
learning curve either. “The Trumpf 
BendMaster robot and the 
ToolMaster ATC pretty much take 
care of themselves, but there’s also 
an offline software system that’s 
responsible for managing the cell,” 
Iozzo says. “This requires a couple 
weeks of training, primarily to learn 
the new way of processing parts  

and scheduling jobs, but most 
customers are comfortable on their 
own within a month. It’s proven to be 
a really good system for us as well as 
our customers.” 

Running the numbers
If you’re wondering about the ROI on 
a new, ATC-equipped press brake or 
the payback potential of retrofitting 
a Wila or comparable ATC system 
onto an existing machine, consider 
this: While it might cost twice as 
much as a traditional press brake, a 
single ATC will out-produce three to 
four standalone machines and their 
operators. 

That’s according to Scott Ottens, 
bending product manager for 
Amada America Inc., who says 
it’s difficult to calculate ROI on 
an automated system without 
knowing a shop’s specific production 
situation, but quite often it’s a no-
brainer. 

“If you’re running the same part for 
days at a time, then you probably 
won’t see much benefit from faster 
setups,” he says. “But, if you’re 

PierceLine_Laser_Ad_FabShopMag.indd   1 4/18/17   8:32 AM
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spending more time on changeovers 
than you are making parts, then 
green-light time is likely pretty poor. 
For these shops, an ATC is definitely a 
good investment.”

It might be tough for those stuck 
in the old-fashioned rut of multiple 
setups per part to understand. After 
all, what’s wrong with stacks of in-
process parts everywhere? 

Because, even on complex parts, 
an ATC coupled with an offline 
programming system means setup is 
as simple as scanning a barcode and 
pressing cycle start. While the robot 
is busy loading tools, the operator 
has around two minutes to put the 
blanks on the cart and get ready to 
bend. And in most cases, the first 
part is good – no time wasted on 

adjustments, no scrap, just pure 
production of completed parts. 

“Whether it’s using Amada’s ATC or 
Wila’s, we haven’t seen a setup longer 
than three minutes,” says Ottens. “You 
can just hammer out parts, and then 
boom, move on to the next job. And 
the training is minimal. I worked with 
some folks at a shop in Wisconsin last 
week that said they can take someone 
off the street and have them bending 
good parts in a few hours. That’s why 
automated setup is such a big deal.”
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It’s not the speed of the ram, 
but the speed at which parts 

are made that matters

STATE 
 OF FLUX

// by Larry Adams, senior editor //



Adapting to changing 
circumstances in a lucid 
manner is the need of the 
hour. This is dynamically 

elicited by Metamation through 
its flux software. For Metamation, 
manufacturers of CAD/CAM software 
for sheet metal applications, Flux 
is the name of its new engine and 
interface that helps press brake 
operators improve the efficiency 
of their bending equipment by, 
essentially, improving flow.

A press brake, while versatile and 
rugged, can also be a bottleneck 
in production. Manufacturers of 
the equipment as well as those 
producing tooling and software for 

the brake are constantly addressing 
this dilemma, but the challenge 
persists.

The brake is a piece of equipment 
that in and of itself cannot keep pace 
with the blanks being shot at it by 
laser cutters and other upstream 
production equipment. This is an 
even greater problem for short 
product runs  where there is a lot of 
variation in part runs being sent its 
way to be bent.

The Flux solution
Flux is, as company vice president 
Anupam Chakraborty puts it, “a new 
engine and interface built around 
speed with enhanced accuracy for 
CAD file processing and bending.”
The Flux engine was built from the 
bottom up, he says, with the old-style 
icon-based user interface giving way. 
In place is a more intuitive graphics-
based interface that reduces the 
number of required clicks and makes 
it easy for the operator to follow.

“This is a new concept,” Chakraborty 
says. “We have simplified the whole 

thing in Flux bend. The interface is 
simple. Open, file, view, help, settings, 
that’s it.”

Simple is better for an operator that 
constantly has to stop bending parts 
to understand the next job in front 
of them and determine how the 
press brake needs to be set up with 
the proper tooling. If the press brake 
operator is programming parts on the 
machine, production, in effect, has 
ground to a halt on that machine. 

Still, in some situations, the 
operator has no choice. They 
must get the machine ready to 
ensure the right tooling is in 
place to achieve the required 
bend. That’s where Flux 
comes into play. The company 
developed its software to 
import a variety of files, 
determine the bend lines and 
other features, and optimize 
the order in which particular 
jobs should be done.

Increasing 
processing and 
bending speed 

with a press brake 
was the impetus 

for developing 
the Flux interface, 

building around 
speed and 

accuracy.
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A multitude of files
According to Chakraborty, one of 
the most important aspects of the 
software is its ability to import the 
virtual avalanche of potential file types 
that are currently being used in the 
3-D environment. File formats include 
CATIA, IGES, SolidWorks and DXF. 

“These are various file types that a 
lot of people in design use, and the 
challenge, a lot of times, is importing 
those parts into the software,” he 
explains. “With the new software, what 

Metamation completely redesigned this interface, getting rid of the traditional 
icons in an effort to reduce the number of clicks. 

The Flux program incorporates 
tribal knowledge gained over 
the years. It features libraries that 
consist of the press brake machines 
from various equipment suppliers 
as well as the tool vendors who 
supply the machines.

we’ve introduced is a translator for 
these different file types.” 

This “translator” not only knows a lot 
of languages, it’s also able to import 
them into the system at incredibly 
fast rates. According to a company 
press release, when Metamation 
performed in-house testing, the 
software was able to import 100 3-D 
models in less than 10 seconds. 

At Fabtech 2016, Chakraborty 
showcased the intuitive system. He 
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used a DXF file as an example, saying 
that the system will clean it up and 
turn it into a sheet metal file that can 
then be “folded” in 3-D. 

“We have identified these are the 
bend lines for the part box,” he said. 
“Once we identify this, we can fold it 
to 3-D. It’s that easy. You can select 
your machine types, and we have 
all the machines in our libraries. The 
software features a variety of press 
brake machine types where you 
choose one of the machines, and it’s 
done. The part is programmed. You 

can do a simulation, you can generate 
reports, you can export the file and 
you can save these files as whatever 
you want.” 

The Optimizer
One of the occasions that a press 
brake slows down during production 
is when there are many different 
parts coming at the machine without 
having them optimally sorted to run 
on the brake. This is compounded 
when each and every part requires 
a different setup and a different 
combination of tools. That means for 

In this video, Metamation highlights the way in which its Flux 
Engine imports CAD files at an incredibly quick rate. 
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“These are various 

file types that a lot of 

people in design use, 

and the challenge, a lot 

of times, is importing 

those parts into the 

software.” 

Anupam Chakraborty, vice 
president, Metamation

every part, the operator has to take 
the existing setup out, then put a 
different set of tools inside. To solve 
this problem, Metamation developed 
a feature called the Tool Setup 
Optimizer. 

“Here, you see all the parts, and they 
all are different sizes and require 
different bends,” Chakraborty says, 
offering a probable example. “There 
are 10 different parts and 10 setups. 
The Optimizer develops a plan to 
do the parts in the optimum order 
to reduce the number of setups 
required. You can see that another 
part has the same or similar setups 
as the first one. It will optimize the 
order of production to minimize the 
number of setups and maximize 
efficiency.” 

Therefore, with the Optimizer, 
productivity is increased and parts are 
being made faster. And this isn’t due 
to ram speeds that have increased 
or any other machine improvement. 
Instead, parts are being made faster 
because the operator doesn’t have 
to change the tooling. There’s also 

another important benefit to not 
changing tooling back and forth, 
adds Chakraborty. 

“There’s also the issue of getting the 
tooling in the right spot again,” he 
says. “You don’t want to generate 
resolution errors; you don’t want to 
generate cumulative errors.”

“What happens,” he asks, “if during a 
10-part series, the supervisor comes 
to you and says ‘order No. 2 now 
needs to be priority No. 1’? Well, in 
this case, the software has a feature 
called Enterprise in which you can 
set a priority and reoptimize the part 
order. Order No. 2 is now the first 
to go through production, but the 
system will then push up the jobs 
that are similar to that.” 

METAMATION
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||  by Kip Hanson, senior editor ||

Two similar yet different bending 
technologies give press brakes a 
run for their money

b r a k e
PRESS
PROXIES



Panel benders and folding 
systems are great machines 
for processing large parts 
that would be awkward 

to handle on a press brake. There’s 
no need for multiple workers to 
wrangle heavy sheets into position; 
no need for sheet lifters or expensive 
automation. On a panel bender or 
folding machine, one operator can 
manage even the largest of sheets 
with ease. 

But these machines are also more 
limited than press brakes in terms of 
material thickness and flange height, 
and both are – at first glance – more 
expensive than their die bending 

counterparts. To those who’ve 
built a business on press brakes 
and have a team of operators 
trained in their use, why bother 
with what many consider a niche, 
relatively unknown machine tool 
technology? 

David Prokop, vice president at 
MetalForming Inc., has one good 
reason: Give a panel bender or 
folder the right part and either 
machine will blow the throughput 
doors off a press brake. 

“That’s not to say press brakes 
don’t have their place in the 
average shop, because they do,” he 
says. “Small parts that are easy to 
manipulate are good candidates 
for a press brake, as are super long 
parts used in windmill structures 
or tall storage racks, for example, 
or parts with weld nuts and inserts 
close to the bend line. But anytime 
you reach a size where the operator 
struggles with part handling, it’s a 
good indication you need to look 
at a different bending technology.”

The RAS Flexibend is one 
option for job shops and 
others searching for an  
entry-level folding machine. 

What’s in a name?
Let’s start with some terminology. 
According to Bill Bossard, president 
of Salvagnini America Inc., the panel 
bender was invented in 1976 by the 
company’s founder, Italian engineer 
Dr. Guido Salvagnini.

The machine uses a blade that makes 
contact with the workpiece and 

then interpolates an arc equal to the 
desired bend radius. Salvagnini’s 
method is more accurate and less 
marring to materials than the wiping 
motion used on some panel benders 
and when performing horizontal 
bending on a press brake. 

Folding machine, on the other 
hand, use a folding beam to fold the 
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workpiece around a tool mounted 
on the machine’s clamping beam, a 
technology that should be familiar 
to anyone who has operated a 
manual bending brake, or who 
practices origami. Compared to 
panel bending and even press 
brakes, folding is the veteran on the 
sheet metal block. 

Machine builder Schechtl, for 
example, represented in North 
America by MetalForming, has been 
building folding equipment for the 
architectural industry for more than 

According to the 
manufacturer, 

the RAS 
MiniBendCenter 

folder is designed 
for automated 

folding of small 
parts. 

100 years, although Prokop is quick 
to point out that the company’s 
current versions use computerized 
graphical controls. To service the 
industrial market, MetalForming 
represents the Schröder folder, 
which offers automatic tool change 
systems and is capable of extreme 
automation. 

As mentioned, both technologies 
share some common ground:

• The sheet is held flat in either 
case, similar to a shear or turret 
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Salvagnini panel 
benders use an 
interpolated motion 
to accurately bend 
steel sheets up to 
3 mm thick, and 
aluminum up  
to 4 mm. 

punch, so there’s no need to 
grab half a dozen helpers when 
bending a section of aircraft wing 
or a garage door panel. 

• The tooling for panel benders and 
folders is far more universal than 
tooling used on press brakes; the 
user is able to do more shapes 
with fewer tools. This also makes it 
more expensive, although the total 
investment is arguably less than 
tooling up a press brake. 

• When bending mild steel, panel 
benders and folders are more 
limited compared to press brakes 
in terms of material thickness 
and flange height. Panel benders 
are limited to sheet thickness of 
around 0.12 in. (3 mm) and flange 
heights of 10 in. or so. Folders 
can handle roughly twice that, in 
thickness and flange height alike. 

• As a rule, automation is simpler 
and therefore more common 
on folders and panel benders, 
although that balance is beginning 
to shift as robots and automatic 
tool changers become increasingly 
prevalent on press brakes.

“The reason why there 

are so many press 

brakes in service 

is simple: Most 

shops don’t know 

there are alternative 

solutions available 

with the potential to 

dramatically increase 

throughput.” 

Bill Kennedy, vice president, 
RAS Systems LLC
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Need to fill a few tractor 
trailers with large trays 
or shelving? Salvagnini’s 
P4Xe bending cell might 
be just the ticket. 

• Automated or not, both machines 
are considered “single piece flow” 
technologies, and, properly tooled, 
are less batch-oriented than most 
press brakes.

MetalForming offers both panel 
bending equipment and folding 
systems, but most of its customers 
lean toward the latter. 

“The perfect part for a panel bender 
is made of light-gauge material, 
shallow and symmetrical around its 
center, and it’s often high volume,” 
Prokop says. “Think panels, doors, 

pans, trays or shelving. Folding 
machines, however, can handle 
thicker materials and taller flange 
heights, making them more suitable 
for job shops and general purpose 
manufacturing where a variety of 
work must be done.”

Agree to agree
Despite their differences, Prokop and 
Salvagnini’s Bossard agree that press 
brakes are a necessary part of the 
production floor. But both suggest fab 
shop owners and management are 
doing themselves a disservice by not 
looking at panel benders and folders. 

A perfect 
panel bender 
part: fairly 
symmetrical, 
shallow and 
made of 
light gauge 
material. 

Tight quarters 
and complex 

shapes are easy 
to accommodate 
on panel benders 

and folding 
machines alike.
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“A press brake by definition is a 
universal tool,” Bossard says. “There’s 
nothing that needs to be formed that 
can’t be formed on a press brake. 
But let’s not confuse the degree of 
accuracy, repeatability and ease of 
setup that comes with panel benders 
and folding systems because press 
brakes simply don’t measure up in 
these areas.”

Bill Kennedy is another member of 
the folding machine fan club. The 
vice president of RAS Systems LLC 

says the reason why so many press 
brakes are in service is simple: 
Most shops don’t know there are 
alternative solutions available 
with the potential to dramatically 
increase throughput. “When 
there’s a bottleneck in the bending 
department, they say, ‘Hey, let’s buy 
another brake.’ They don’t stop to 
investigate the alternatives.”

Kennedy notes that in Europe, the 
situation is reversed. Because the 
technology has been around much 

longer overseas, a shop might start 
out with a few folders and then add 
a press brake for thicker materials or 
relatively small blank applications.

In the United States, it’s just 
the opposite – unless the shop 
specializes in architectural work, they 
typically buy the press brake first and 
maybe get a folder or panel bender 
if a specific application warrants 
it. In either case, it’s important to 
recognize that all of these machine 
tools are complementary to one 
other and shouldn’t be considered as 
competitive.

Like his colleagues at MetalForming, 
Kennedy offers both types of 
machines, but he’s fairly relaxed over 
the terminology. 

“When panel benders first emerged, 
they were machines designed for 
a particular type of work: fairly 
consistent dimensioned panels,” he 
explains. “Today they’re computer 
controlled, often but not always 
automated to the fullest capability, 
and offer a lot more flexibility than 

their predecessors. Some use a 
wiping action while others clamp and 
fold, but to me they’re all CNC folding 
machines.”

Tooling talk
“The other advantage panel benders 
have over press brakes is their ability 
to form complex geometries more 
easily,” says Tom Bailey, TruBend 
product manager at Trumpf Inc. 
“Things like large radius bending, 
offset bends, hemming, folding and 
flattening – these special bending 
operations require specialized tooling 
on a press brake. And as soon as 
you start talking about specialized 
tooling, you’re talking about longer 
setup times and potentially multiple 
setups. With a panel bender you 
generally have fewer tool changes 
and can achieve a much wider variety 
of bending operations in a single 
setup using the standard toolset that 
comes with the machine.”

Another advantage is simplified 
automation, which according to 
Bailey is “old hat” on a folder or panel 
bender. There’s no need for a robot 

Panel benders and folders are capable of making multiple positive 
and negative bends in a single operation.
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capable of replicating the touchy-
feely, very human motion required 
to support the workpiece as it moves 
through its bend arc like there is on 
an automated press brake. 

One might think easier automation 
would equate to a lower price tag, 
but sadly for would-be panel bender 
owners, this isn’t the case. Bailey 
says take the starting price for a 
high quality press brake and roughly 
double it by adding automation, 
then tack on another 50 percent or 
so for an automated panel bender or 
folding system.  

That might seem like a big difference, 
but considering that a “pretty fast” 
hydraulic press brake takes around 
six to eight seconds for every bend 
compared to a panel bender’s ability 
to produce one bend per second 
(depending on the distance is has to 
travel), it is five or six times faster than 
a press brake, at least on a per bend 
basis.

And what about the learning curve? 
Everyone interviewed for this article 
agrees that press brakes are more 

difficult to set up and operate, 
making panel benders and folders 
attractive to anyone struggling to find 
experienced operators. 

Yet Bailey offers one final bit of 
advice to those in the market for 
a new machine. “You definitely 
have to rethink bending. If you’re 
used to press brakes and decide 
to venture into panel bending or 
folding territory, it’s a great way to 
expand your capabilities as an OEM or 
contract manufacturer, but you can’t 
look at it as being a fancy, automated 
press brake. It’s definitely different 
in terms of how you achieve your 
required throughput, how you tool 
the machine and how you program it. 
You need to look at it as a completely 
new process.”

SALVAGNINI AMERICA INC.

TRUMPF INC.

RAS SYSTEMS LLC

METALFORMING INC.
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Understanding PEL, 
STEL, TWA and other 

OSHA exposure limits

// by Jeremiah Wann, president and 
CEO, Imperial Systems Inc. //

To the 
 limit



When you look at the 
OSHA occupational 
exposure limit table 
for substances, it’s 

hard to figure out what it is telling 
you. What’s the difference between 
a PEL, a STEL and a TWA? Why are so 
many different measurements listed?

Let’s break it down into something a 
little more reasonable. First though, 
some definitions:

PEL: Permissible exposure limit – the 
basic limit for how much exposure is 
allowed.

TWA: Time-weighted average – a 
measurement of average exposure 

over a certain time period, usually 
given as 8 hours.

STEL: Short-term exposure limit – a 
measurement of exposure over a 
short period, usually 15 min.

Ceiling limit: The maximum 
exposure limit, which cannot be 
exceeded for any length of time. 

A PEL may be calculated on average 
exposure throughout the day (TWA) 
or on the amount that’s not safe 
for more than a short period of 
time (STEL). The ceiling limit is the 
amount that is never safe, for any 
period of time. Not all substances 
have a ceiling.

The ambient air needs to 
be clean so no welder’s 
average exposure during 
the day is too high.

Even if you spend most of your day 
nowhere near manganese, at no point 
can your exposure ever exceed 5 mg  
per cubic meter of air.
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Look at the tables
Let’s look at some examples in OSHA 
Annotated Table Z-1 to understand 
how to read the table.

For the first material listed (see Figure 
1), the general limit is 200 parts per 
million (ppm), or 360 mg per cubic 
meter of air. The one that’s really 
important, though, is the (C) 25 ppm. 
This is a ceiling limit. A person is 
never allowed to be exposed to more 
than this number.

Not all materials have a set TWA or 
STEL, so those may not be listed 
in the table. The second material 
listed does have a listed STEL (ST): 
the highest level a person can be 
exposed to in a 15-min. period is 15 
ppm.

A look at Figure 2, from OSHA 
Annotated Table Z-1, shows a 
common metal you might work 
with: aluminum. Just to make 
things more complicated, there is 
more than one kind of aluminum 
exposure. Aluminum metal exposure 

can be measured as total dust and 
as a respirable fraction. These are 
the particles that are miniscule and 
most dangerous to inhale. They are 
commonly found in welding or cutting 
applications.

For aluminum, the general PEL is 5 mg 
per cubic meter of air. Over an 8-hour 
shift, the average exposure can’t be 
more than that PEL. That means that 
during that shift, the exposure period 
might be less than the PEL sometimes, 
but higher other times. The average 
exposure over the whole shift is what’s 
being measured. 

There’s no STEL or ceiling limit listed 
on this table for aluminum dust. So, 
for fun and excitement, let’s hop over 
to the OSHA Occupational Chemical 
Database and look up aluminum.

Now we get the full report, and it’s 
exciting stuff. It tells us there is no 
PEL-STEL for aluminum, nor is there a 
ceiling. This is because aluminum dust 
is not highly toxic (although it is highly 
combustible). OSHA has not declared 

ppm

Aluminum metal (as AI)

Material 2

Material 1

Manganese compounds (as Mn)

Manganese fume (as Mn)

Total dust

Respirable fraction

200

10 25
10 ppm 

(ST) 15 ppm 
(C) 40 ppm

360 (C) 25 ppm

mg/m3

8-hour TWA 
(ST) STEL 

(C) Ceiling

15

(C) 5

(C) 5

5

10 mg/m3

1 mg/m3  
(ST) 3 mg/m30.2 mg/m3

Ceiling OSHA PEL NIOSH PEL

5 mg/m3

1 mg/m3  
(ST) 3 mg/m30.2 mg/m3

Figure 1. Example of OSHA Annotated Table Z-1 showing limits in parts per million or 
milligrams per cubic meter of air.

Figure 2. OSHA Annotated Table Z-1 data for aluminum dust. All measurements are in 
parts per million or milligrams per cubic meter of air. 

Figure 3. OSHA Annotated Table Z-1 data for manganese compounds and fumes. All 
measurements are in milligrams per cubic meter of air.
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a STEL for the maximum amount of 
aluminum dust you can be exposed 
to for a short time. This basically 
says that exposure to high levels of 
aluminum dust for short periods is 
not harmful, but high exposure over a 
long period of time might be. 

For comparison, let’s go back to 
OSHA Annotated Table Z-1 and look 
at manganese, a metal that’s often 
found in weld fumes and other 
metalworking applications. Unlike 
aluminum, manganese is toxic and 
causes brain and nerve damage. 

The PEL-ceiling for manganese 
dust is 5 mg per cubic meter of air 
(see Figure 3). Currently, OSHA is 
looking at new limits on this metal 
as recommended by NIOSH (the 
National Institute for Occupational 
Safety and Health; the research 
cousin of OSHA). NIOSH suggests a 
recommended exposure limit (REL) 
of 1 mg per cubic meter of air for an 
8-hour TWA.
 
This means that while OSHA currently 
has a ceiling limit set at 5, it’s being 

recommended that no one be 
exposed to an average of more than 
1 mg during 8 hours. NIOSH also 
recommends a STEL of 3 mg per 
cubic meter of air, so that over any 
15-min. period, the amount should 
not exceed that. 

It’s important to note that NIOSH 
can make recommendations, but the 
organization does not set regulations. 
The NIOSH recommended limit is 
based on the most current health 
research. If you are looking for the 
actual regulations, look in the OSHA 
column, not the NIOSH column on 
OSHA Annotated Table Z-1.

Al vs. Mn 
Why does manganese have a ceiling 
limit and aluminum doesn’t? Because 
the health hazards of short-term and 
long-term exposure to manganese 
have been researched, and it doesn’t 
take massive exposure to cause harm, 
especially over time.

Aluminum is not something you 
should breathe a lot of, and OSHA 
has decided that over the course of a 
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day your average exposure can’t be 
more than 5 mg per cubic meter of 
air. It hasn’t specified a ceiling limit. 
This means that if your aluminum 
exposure was very low for most of the 
day but really high for a short time, 
you would still be within the average 
exposure limit. 

Manganese, on the other hand, does 
have a ceiling limit. Even if you spend 
most of your day nowhere near 
manganese, at no point can your 
exposure ever exceed 5 mg per cubic 
meter of air. NIOSH recommends that 
over an 8-hour work day, average 
exposure should not be more than 1 
mg per cubic meter of air. 

This means you may need different 
methods of control for these two 
metals. For example, if you have 
welders working on materials 
containing manganese, they are 
very close to the fumes. They could 
be over the ceiling limit. The best 
solution is often a fume collection 
system with arms or hoods that go 
directly over the welders to pull 
fumes away.

If you have dust being produced all 
over a work area, you need to keep 
the air clean so no one’s average 
exposure during the day is too high. 
For this situation, an ambient dust 
and fume collection system will 
keep overall levels consistently low. 

Final explanation
There can be a flat PEL, which is just 
a basic permissible exposure limit. 
OSHA typically uses a TWA-PEL to 
indicate that during a day, someone 
may be exposed to concentrations 
higher and lower than the flat PEL. 
What’s important is that this is an 
average exposure over the whole 
work day. 

When the material has a STEL, it’s 
a limit you can’t go over for more 
than 15 min. No matter the person’s 
average exposure over the day, the 
STEL isn’t allowed to be exceeded 
for more than that 15 min. This 
is a number you need to watch, 
because someone working on a job 
may not realize when 15 min. has 
passed. 

OSHA has not declared a STEL for the 
maximum amount of aluminum dust you 
can be exposed to for a short time.

When the material has a ceiling limit, 
that’s the maximum level you are 
allowed to hit and you can’t go past 
it for any length of time. Even if the 
average exposure during the day (a 
TWA PEL) is within the safe range, at 
no time can the level ever exceed the 
ceiling limit. 

When OSHA sets a ceiling limit for a 
substance, it usually means that it is 
dangerous and that being exposed 
to enough of it, even for a very short 
time, could cause serious harm. These 
are materials that need some serious 
respect, and your control plan for 
them needs to be very thorough. 

NIOSH makes recommendations, but 
not rules. NIOSH recommendations 

are based on health research and are 
usually lower than OSHA regulations. 
They are not a requirement, but they 
are important to consider. 

Tables for these materials are available 
from OSHA online, but they are only 
useful if you know what the technical 
jargon means in real-life terms. When 
you know the rules for the materials 
you’re working with, you know what 
kind of air filtration system or other 
control methods you need. 

IMPERIAL SYSTEMS INC.
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LVD opens subsidiary, 
experience center  
LVD Strippit opened LVD Strippit 
Mexico, a sales and service subsidiary 
in Querétaro, Mexico. Sylvain Lefebvre 
will lead operations in the Mexico office, 
which offers local sales and technical 
support for LVD laser cutting, punching, 
bending and software products. After-
sales assistance includes technical 
support, equipment installations, 
upgrades and repairs, maintenance, 
inspections and training. LVD Co. also 
opened an 8,200 sq. ft. Experience 
Center (XP Center) at its headquarters 
in Gullegem, Belgium. The facility 
helps advance sheet metalworking by 
connecting visitors to technology and 
promoting learning and collaboration.

Samco names supervisor  
Samco Machinery appointed Jim 
Glamcevski fabrication supervisor for 
its production team. Glamcevski has 
extensive experience in machinery, 
including roles as a machinist, tool 
maker, CNC programmer and CNC 
milling and lathe operator. He brings 
experience in continuous improvement 
programs focusing on safety, quality 
and production deadlines. One of his 
key initiatives will be to implement 
measurable goals per function and drive 
continuous improvement in fabrication.

Weiler names Americas 
managing director  
Weiler Abrasives Group appointed 
Bill Dwyre managing director of the 
newly formed Americas business. 
This promotion is part of a larger 
restructuring that supports the 
integration of Swatycomet, acquired in 
late 2015. Dwyre joined Weiler in 2013 
as vice president of strategic marketing 
after a 25-year career at Ingersoll Rand. 
In his new position, Dwyre will be 
responsible for executing the regional 
growth strategy. 

Hobart celebrates a century   
Hobart Brothers Co. celebrated its 100th 
anniversary, having been incorporated by 
founder C.C. Hobart on March 24, 1917. 
During its century of business, the company 
introduced its first arc welder in 1925 and 
founded the Hobart Trade School, now the 
Hobart Institute of Welding Technology. Today, 
the company is best known for filler metals, 
and manufacturing welding power sources for 
the retail market. Hobart Brothers was family 
owned and operated until 1996 when it was 
acquired by Illinois Tool Works (ITW). 

|   INDUSTRY NEWS
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MultiCam announces  
new brand  
MultiCam Inc. has launched a new brand. 
Built and designed in Texas, iPlasmaCNC 
by MultiCam manufactures CNC plasma 
cutting machines for entry-level to 
mid-size metal fabrication shops and 
businesses. Table sizes start at 4 ft. by 4 
ft. and go up to 6 ft. by 12 ft. MultiCam 
collaborated with software and CNC 
controls provider ExtraTech to create 
the design and control system and uses 
the Hypertherm Powermax plasma series.

https://www.lvdgroup.com/
https://www.lvdgroup.com/en
http://www.samco-machinery.com/
http://www.weilercorp.com/
http://www.hobartbrothers.com/
http://www.multicam.com/
http://iplasmacnc.com/products/
http://iplasmacnc.com/products/
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IPG names top dealer 
IPG Photonics Corp. announced Serra 
Laser and Waterjet Inc. as its LaserCube 
2016 Dealer of the Year. Serra Laser 
leveraged its laser cutting expertise and 
4-kW LaserCube to successfully market 
the compact machine. IPG’s LaserCube 
flat-bed cutter is a compact, high-
performance laser cutting machine for 
cutting small parts. Using high-force 
linear motors built on a granite stage, 
it has the stability and acceleration 
needed for high-speed precision 
machining.

Chemcoaters names VP  
Chemcoaters Inc. and Eco Green named 
Mike Tieri vice president of sales and 
marketing. Tieri joined Chemcoaters 
in 2013, and prior to his promotion, he 
served as director of sales and marketing. 
In 2016, he was honored by the Metal 
Service Center Institute for his innovative 
and clever social media campaigns.

Omax achieves ISO 
compliance  
Omax Corp. achieved ISO 9001:2015 
certification. This latest edition of 
the ISO 9001 quality management 
standard covers design, development, 
production and service and ensures 
the company has a process for 
continuous improvement in all four 
areas. “Continuously improving on 
our products and service has always 
been a part of the Omax philosophy,” 
says Stephen Bruner, vice president of 
marketing at Omax, “so introducing the 
ISO 9001:2015 standards was a natural fit.” 

Divergent 3D, SLM 
Solutions partnership 
Divergent 3D entered into a strategic 
partnership with SLM Solutions Group 
to develop specific hardware and 
software that will enable scaling of 
Divergent’s manufacturing platform 
for high-volume production of 
vehicle structures. The objective is to 
build lighter, structurally safe, more 
cost-efficient and environmentally 
responsible automobiles. SLM 
Solutions Group is a 3-D metal 
printing equipment manufacturer. 
Divergent 3D has a software-
hardware platform enabled by 3-D 
metal printing that transforms the 
economics and environmental impact 
of designing and manufacturing 
complex structures such as cars.

Walter opens Dallas facility  
Walter Surface Technologies Inc. opened 
a 22,000 sq. ft. distribution and training 
center in Dallas. Located at the Freeport 
Corporate Center, the new facility directly 
serves 20 states in the Southern and 
Western United States. To further support 
the growth of the business, part of the 
facility is dedicated to an advanced 
training center for Walter’s distributor 
metalworking specialists and sales teams. 

Fanuc 35th anniversary  
of paint robot  
Fanuc America Corp. is celebrating the 
35th anniversary of manufacturing 
painting robots at the company’s 
Rochester Hills, Mich., headquarters. In 
1982, Fanuc America produced its first 
NC Painter, a hydraulic painting robot. 
Thirty five years later, Fanuc America 
is responsible for supplying paint 
robots to a diverse range of industries 
including automotive, aerospace, 
agricultural, recreational vehicles and 
medical devices. Fanuc America has 
supplied its U.S.-made paint robots to 
the top 15 global automakers. To Submit Press Releases, Send Them to Abbe Miller at amiller@techgenmedia.com
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Automate 2017 
Automate 2017, North America’s largest 
showcase devoted to automation industry 
trends and technology, was held April 
3-6 at Chicago’s McCormick Place. The 
event featured more than 300 exhibitors 
comprised of many of the industry’s leading 
manufacturers and system integrators 
of robotics, machine vision, metrology, 
software, safety and motion control.

ABB highlights robot safety 
ABB Robotics showed its IRB 1200 
equipped with SafeMove2 working with a 
YuMi collaborative robot, along with two 
humans on a contactor block assembly 
operation. SafeMove2 is the latest 
generation of ABB’s safety certified robot 
monitoring software. It enables people to 
safely work alongside robots with payloads 
ranging from 6 kg to 800 kg without 
compromising productivity. The software 
provides collaboration and flexibility for 
high-speed, high-throughput applications 
that typically require more insular levels  
of safety.

Universal Robots extends 
reach with a 7th axis 
Universal Robots offers a new solution for 
extending the reach of UR 6-axis robots 
through a horizontal or vertical 7th axis. 
The 7th-axis solution is based on the Festo 
electric linear-axis EGC-HD and CMMP-M3 
servo drive with the company’s advanced 
safety module. The servo-controlled 
actuators have been integrated within 
UR’s programming environment and are 
compatible with its full range of robots. 
The new solution will enable UR customers 
to bring 7-axis systems to market faster 
with less design overhead.

Motoman dual-station 
workcells  
Yaskawa Motoman’s ArcWorld 200 and 
ArcWorld 500 welding solutions are 
workhorses for small to medium-sized 
parts or medium-volume production 
runs. The customizable models feature a 
dual-station design allowing the operator 
to load one workstation while the 
robot is servicing the other. Floorspace 
requirements are minimal. Both models 
can be configured with a high-speed 6-axis 
MA1440 or 7-axis VA1400 II arc welding 
robot, which services both stations. They 
feature a safety environment that complies 
with ANSI/RIA R15.06-2012 and relevant 
ISO and CSA safety standards. 

|    NEW PRODUCTS

TM Robotics offers 6-axis 
robots  
TM Robotics launched the 
TVM 6-axis robots, which 
are a fit for companies with 
significant material handling 
and general machine 
tending needs. The vertically 
articulated robot series is for 
many industries, including 
automotive components, 
packaging and medical. 
Three models are available: 
TVM900/TSL3200E with a reach of 1,124 mm 
and payload of 20 kg; TVM1200/TSL3200E 
with 1,418-mm reach and 15-kg payload; and 
TVM1500/TSL3200E with 1,715-mm reach 
and 10-kg payload.

Stäubli’s collaborative robots 
The Stäubli TX2 6-axis collaborative robots 
are offered in six models and are capable of 
handling loads between 2 kg and 15 kg with 
a reach between 515 mm and 1,450 mm. The 
robots have a separate safe digital encoder 
for each axis and an 
integrated safety board. 
They are designed for 
every facet of automation, 
including high-volume 
manufacturing, Industry 
4.0 applications and man-
robot collaboration under 
all production conditions.
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ATI compact tool changer 
ATI Industrial Automation’s QC-46 tool 
changer features flexibility and robot 
compatibility in a compact design. The  
tool changer weighs 6.5 lbs. and has a 
stack height of 2.61 in. It has a total of  
four flats and can accommodate up to 
seven separate utility modules to pass a 
variety of signals, fluids and air. It utilizes 
the same locking mechanism and XY 
moment capacity as the QC-40 tool 
changer. But, increased Z capacity means 
the tool changer can handle a higher 
torsional load.

MiR launches new robot 

Mobile Industrial Robots (MiR)  
offers the MiR200 autonomous mobile 
robot (AMR) robot. AMRs are an 
improvement over automated guided 
vehicles that require sensors or magnets 
on factory floors for guidance. The 
MiR200 features an updated web-based 
user interface that includes customizable 
dashboards, improved mapping, easier 
creation of robot missions and tasks, 
multi-level permissions, responsive web 
design and comprehensive browser 
support. The MiR200 has payload 
capacity of 440 lbs., and offers a MiRHook 
option for autonomous towing of carts 
up to 1,102 lbs.
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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
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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

AUTOMATE, WELD, REPEAT: 
Robotics and laser welding

FED UP: 
Wire feeding advice

HARMFUL HAZE:   
Risks of laser cutting fumes

FIBER CARE: 
Fiber maintenance

More Information is Just a Click Away!

http://weldingproductivity.com/issues/
http://www.shopfloorlasers.com/magazine-issues
http://magazine.weldingproductivity.com/2017/apr/d/#page18
http://magazine.weldingproductivity.com/2017/apr/d/#page30
http://magazine.shopfloorlasers.com/2017/apr/d/#page10
http://magazine.shopfloorlasers.com/2017/apr/d/#page23
http://techgenmedia.com/
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