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t H e  s t a n D a r D  o F  e x c e l l e n c e  I n : 

low alloy 
tubular electrodes

Select-Arc, Inc. offers over 50 

premium flux cored and metal 

cored low alloy provides welding 

electrode products. From bridge 

construction to oil exploration 

equipment, pressure vessels 

to chemical plants, mining 

equipment to submarines (and 

so many others), Select-Arc low 

alloy electrodes are designed to 

meet your designated welding 

application.

These outstanding wires 

deliver exceptional welding 

characteristics such as:

• Excellent CVN toughness

• Superb bead profile

• Smooth, stable arc transfer  

 with minimal spatter

• High deposition rates

• Slag that removes easily

And, of course, all Select-Arc low 

alloy electrodes are backed by the 

finest in value-added support and 

our renowned customer service.

For more information on  

Select-Arc low alloy electrodes,  

call us at 1-800-341-5215  

or visit our website at  

www.select-arc.com.  

Arcos Industries, LLC offers over 30 high nickel alloy electrode products to handle the wide  
variety of critical welding applications that you face each day. Our reputation for excellent  
quality and superb service ensures that you can rely on Arcos to provide you with the best in  
bare wire, covered and tubular high nickel alloy welding electrodes.

arcos Delivers solutions  
to High nickel alloy  
Welding challenges.

Discover for yourself how Arcos high nickel alloy electrodes 
can help you solve your critical welding problems. Call us today 
at 800-233-8460 or visit our website at www.arcos.us.

Arcos_NickelAlloy_WP__F.indd   1 1/11/16   7:55 PM

Arcos Industries, LLC offers over 30 high nickel alloy electrode products to handle the wide  
variety of critical welding applications that you face each day. Our reputation for excellent  
quality and superb service ensures that you can rely on Arcos to provide you with the best in  
bare wire, covered and tubular high nickel alloy welding electrodes.

Arcos Delivers Solutions  
to High Nickel Alloy  
Welding Challenges.

Discover for yourself how Arcos high nickel alloy electrodes 
can help you solve your critical welding problems. Call us today 
at 800-233-8460 or visit our website at www.arcos.us.

Arcos_NickelAlloy_WP__F.indd   1 1/11/16   7:55 PM

http://www.select-arc.com/
http://www.arcos.us/


FORWARDSUBSCRIBE

WELDING PRODUCTIVITY
P.O. Box 516
Plainsboro, N.J. 08536

SALES
Alan Berg,
Vice President/Sales
p: 732.995.6072
e: aberg@techgenmedia.com

Neil Kelly,
National Sales Manager
p: 610.584.5560
e: nkelly@techgenmedia.com

EDITORIAL ADVISORY BOARD 

Larry Cherne, Information Technology
Executive, Praxair
Chris Vihnanek, Director of U.S. Metal
Fabrication, Praxair

EDITORIAL 
Abbe Miller,
Vice President/Group Editorial Director
p: 847.749.6956
e: amiller@techgenmedia.com

Susan Woods,
Managing Editor
p: 847.973.2271
e: swoods@techgenmedia.com 
Jimmy Myers,
Senior Editor
p: 503.964.7519
e: jmyers@techgenmedia.com

Larry Adams,
Senior Editor
p: 773.392.1096
e: ladams@techgenmedia.com

Kip Hanson,
Senior Editor
p: 520.548.7328
e: khanson@techgenmedia.com

Molly McCormack Moody,
Editorial Assistant
p: 262.501.6897
e: mmoody@techgenmedia.com

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

PRODUCTION
Angle180 Inc.
p: 847.439.6226
e: sarunas@angle180.com

Welding Productivity     is a registered trademark of Techgen Media Group. We publish 
monthly. All rights reserved under the U.S., International and Pan-American Copywrite 
Conventions. No part of this publication may be reproduced, stored in a retrieval system 
or transmitted in any form or by any means such as mechanical, photocopying, electronic 
recording or otherwise, without the prior written permission of Techgen Media Group. 
Contact us at 732.995.6072 for permission. Produced in the U.S.

®

Kylie Grossi,
Office Manager/Accounting
e: kgrossi@techgenmedia.com

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


Editor’s Letter

I’m a Midwesterner through and through. 
I was born in Nebraska, raised in Iowa 
and spent some time in Missouri during 
my undergrad. I finished up my college 
education in Chicago and have been here 
ever since. Although I live in the “big city,” I 
still hold my rural roots close to my heart. 

From time to time, I peruse the local 
newspapers to keep tabs on what’s 
happening in the Heartland. Recently, I 
noticed a few articles that were similar in 
nature published in the Daily Nonpareil 
based in Council Bluffs, Iowa, and in the 
Lincoln Journal Star based in Nebraska’s 
state capital. Had I looked at more daily 
papers around my childhood stomping 
grounds, I’m confident I would have found 
more of the same. And that’s a good thing 
for welding community. 

Both articles indicated an increased 
dedication to welding in the educational 
curriculums for high schools and colleges 
in their respective areas. In Lincoln, the 
“automotive and welding classrooms at 
Lincoln High and Northeast are getting a 
$1.1 million face-lift,” reports the Journal 
Star. In Council Bluffs, Iowa Western 

Abbe Miller
Editor-in-Chief
amiller@techgenmedia.com

KEEPING IT  
RURAL   

Community College will expand its 
welding course to include a class in the 
mornings to better accommodate “those 
who are under- or unemployed,” reports 
the Nonpareil. 

According to the American Welding 
Society, the U.S. workforce will face a 
shortage of nearly 400,000 skilled welders 
by 2025. While this forecast was made a 
few years ago amidst a major nationwide 
push to inspire interest in vocational 
trades, such as welding, it’s still a daunting 
number to see. But, I’m encouraged to 
see the types of programs and extensions 
of programs like the ones in Lincoln and 
Council Bluffs – and around the country. 

If any of our readers have benefited from 
initiatives to close the skills gap, please 
reach out to me. I’d love to hear your 
stories. And that goes for those in rural 
and urban areas alike.       

mailto:amiller%40techgenmedia.com?subject=
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ABB SELLS FIRST U.S. MANUFACTURED ROBOT

ABB Robotics has sold its first robot manufactured in 
the United States. The IRB 2600 robot is the first to be 
produced at the ABB Auburn Hills, Mich., facility, 
and was sold to Hitachi Powdered Metals USA. 
The compact robot will be used for material 
handling of in-process engine component 
parts at the Hitachi Greensburg, Ind., facility. In 
May 2015, ABB announced that it would begin 
producing robots at its Auburn Hills facility. The 
delivery of the first U.S. manufactured robot 
is consistent with the production schedule 
announced at the factory opening.

NEWS & PEOPLE

WORKSHOPS FOR WARRIORS GALA

Workshops for Warriors is hosting its 
Inaugural Gala on Thursday, April 20 aboard 
the U.S.S. Midway in San Diego to honor 
America’s veterans, wounded warriors 
and transitioning service members. The 
gala serves to honor the nation’s veterans 
and support their transition into their 
chosen advanced manufacturing career 
field. The event includes a silent auction, 
entertainment by the American Bombshells 
and guest speakers, such as Medal of 
Honor recipient Donald “Doc” Ballard and a 
Workshops for Warriors veteran graduate.

NIMS, LIFT AND IVY TECH RELEASE NEW SKILLS CREDENTIALS

The National Institute for Metalworking Skills (NIMS), Lightweight Innovations 
for Tomorrow (LIFT) and Ivy Tech Community College (located throughout 
Indiana) are making available a new set of skills credentials and training to help 
fill open manufacturing jobs in states along the Midwest auto-corridor. The nine 
new NIMS credentials validate key skills and competencies needed for industrial 
technology maintenance jobs. For more information on the credentials, visit the 
NIMS website. 

WELDING PRODUCTS MARKET  
TO REACH $19.7 BILLION BY 2025

The global welding products market is projected to reach a market size of $19.7 
billion by 2025, according to a new Welding Products Market Analysis report by 
Grand View Research Inc. The market is projected to experience significant growth 
over the forecast period owing to rising demand from the Asia Pacific region. 
Increasing investments in infrastructure development, especially in emerging 
economies, such as China and India, are fueling the demand for advanced 
technology, which in turn is leading to the growth of the market.

6APRIL 2017
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NEWS & PEOPLE UNIVERSAL ROBOTS LAUNCHES FREE ACADEMY 

Universal Robots offers online training modules free of charge, open to 
all and built to deliver hands-on learning via interactive simulations. The 
modules are available in English, Spanish, German, French and Chinese 
and consist of six e-learning modules that make up the basic programming 
training for UR robots. This includes configuring end-effectors, connecting  
I/Os, creating basic programs and applying safety features to an application.

CHEMETALL RECEIVES AIRBUS SUPPLIER AWARD

Chemetall was awarded the highest supplier award in the Airbus Material 
& Parts Supply Chain & Quality Improvement program. For the third year in 
a row, the company achieved Accredited Supplier status, which values its 
outstanding performance and continuous commitment to provide quality 
products and delivery reliability. Only four out of 68 strategic key suppliers 
of Airbus received this award in 2016.

LINCOLN ELECTRIC TO ACQUIRE AIR LIQUIDE WELDING

Lincoln Electric Holdings Inc. signed a memorandum of understanding 
and entered into exclusive negotiations to acquire Air Liquide Welding. Air 
Liquide Welding is a key player in the manufacturing of welding and cutting 
technologies. The company, which has approximately 2,000 employees 
worldwide, offers, through several internationally well-known brands, a large 
range of related equipment, consumables and services to the market. 

VICTOR’S GAS REGULATOR WINS AWARD

Victor, an ESAB brand, announced its Edge Series 2.0 heavy-duty gas regulator 
won an iF Design Award, from Germany’s iF International Forum Design GmbH, 
in the Product – Industry/Skilled Trades category. The regulator features an extra-
large 2 1/2-in.-dia. delivery gauge and a high-contrast, color-coded gauge face 
that enable users to more easily see and 
set delivery pressure. The cylinder pressure 
gauge is smaller and offset to create a 
difference in depth perception. Even from 
a distance, operators can tell if they have 
sufficient cylinder contents and if delivery 
pressure is within safe and acceptable ranges.

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

LINCOLN EXPANDS FLEXTEC LINE  

Using CrossLinc technology, the Flextec 
650X multi-process welder, from The 
Lincoln Electric Co., enables remote 
control of procedure settings at the 
arc. This reduces trips to the power source 
and jobsite cable clutter. With the welder, 
CrossLinc can be used with an LN-25X 
feeder for wire-fed welding processes 
or the CrossLinc Remote for stick, TIG 
or gouging processes. The Flextec 650X 
delivers up to 815 amps for heavy applications or a stable arc at low currents for 
MIG or TIG welding on thin materials.

HYPERTHERM INTRODUCES NEW  
CLASS OF PLASMA
Hypertherm Inc. introduced X-Definition class plasma 
for cutting mild steel, stainless steel and aluminum. 
The new class of plasma features vented water 
injection and plasma dampening and new vent-to-
shield technologies. X-Definition is available in the 
new XPR300. The machine features improved piercing 
capability due to increased power and an argon-assist 
process for thicker piercing on mild steel and stainless 
steel. Additionally, features such as cool nozzle and arc response technology 
increase consumable life.

8APRIL 2017

PFERD RELEASES ZIRCONIA ALUMINA FLAP DISC

Pferd Inc.’s Polifan Z SG-Power zirconia alumina flap disc is for work on weld 
seams, chamfering, surface grinding steel and other applications. Manufactured 
without the addition of fillers, the new disc is rated for use on stainless steel and 
steel and reduces vibration, noise and dust levels. It is available in grit sizes 40 
and 60 and in conical (Type 29) shape, 4 1/2-in., 5-in. and 7-in. diameters with a 

5/8-11 threaded or 7/8-in. plain arbor hole.

http://www.lincolnelectric.com/en-us/Pages/default.aspx
http://www.lincolnelectric.com/en-us/Pages/default.aspx
https://www.hypertherm.com/en-US/
https://www.pferdusa.com/


FRONIUS OFFERS UPGRADE FOR POWER SOURCE

Fronius USA LLC expanded the range of functions of its intelligent TPS/i 
Robotics power source. This system can now be equipped with the stable Cold 
Metal Transfer (CMT) welding process using a new additional package. The 

power source consists of interconnected and 
fully synchronized components. It has a high-
performance processor and a high-speed 
bus, enabling data to be exchanged quickly. 
Two synchronized wire feeders ensure 
dynamic and precise wire feeding and, thus, 
high process stability.

MILLER EXPANDS REMOTE CONTROL TECHNOLOGY

Miller Electric Mfg. Co.’s ArcReach remote control 
technology is now available on Big Blue 400, 
500 and 600 Pro models, providing control of 
welding parameters at the point of the weld 
without the need for a control cord. The addition 
of ArcReach capabilities to select engine-driven 
welder/generators provides greater flexibility and 
fleet compatibility. The same ArcReach accessories 
that work on ArcReach-equipped XMT and 
Dimension power sources can also be used. In 
addition, legacy wire feeders and remotes will 
continue to work with ArcReach-equipped machines.

ESAB’S STICK/TIG WELDER OFFERS 
MORE POWER

ESAB Welding and Cutting Products offers 
the Renegade ES 300i stick/TIG welder. The 
inverter-based machine weighs 33 lbs., 
measures 12.6 in. by 7.8 in. by 18.11 in. and 
produces a top output of 300 amps at 40 
percent duty cycle. When the welder can’t be 
located next to the work, its strong output 
enables the use of welding cables and work 
leads up to 300 ft. The machine can weld with stick electrodes up to 1/4 in. and 
has gouging capabilities with carbons up to 3/16 in. in diameter.

NEW PRODUCTS

ROCKFORD SYSTEM OFFERS NEW EMERGENCY STOP

Rockford Systems LLC introduced a new CLM510 cable and push-button 
E-stop (emergency stop) assembly featuring a 
unique cam operation for faster positive stopping 
of metalworking machines. The assembly is 
immune to nuisance tripping due to vibrations. It 
is also effective as an awareness barrier on the 
backside of shears and press brakes and around 
the perimeter of other hazardous areas. The 
assembly includes a push-button switch with red 
mushroom-head button, indicator light and bulb, 
21 ft. of red PVC-covered steel cable and cable 
tension kit.

To Submit Press Releases, Send Them to Abbe Miller at amiller@techgenmedia.com
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TODAY’S  
LASER 
WELDING
by Terry VanderWert, president, Prima Power Laserdyne

The latest fiber laser welding techniques for 3-D 
parts open up new product design possibilities



Laser welding involves focusing a laser beam onto the surface of the materials 
being joined. A key benefit is the small region affected by the process resulting 

from the small size of the focused laser beam.
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Laser welding is one of 
the oldest applications of 
industrial laser materials 
processing. In the majority of 

early applications, lasers produced 
higher quality welds and allowed for 
greater productivity.  Often times, 
it was at a lower cost compared 
to other joining processes, even 
though the parts being welded 
were originally designed based on a 
different joining process. 

  
Much has changed, however, since 
those early days of laser welding. 
For starters, the classes of lasers 
have changed. Laser sources 
now have higher power, different 
wavelengths and a wider range 
of pulsing capability. Add to this 
the new developments in beam 
delivery, machine control hardware 
and software, process sensors and 
a better understanding of the laser 
welding process. 

Design engineers have learned 
the capability of laser welding and 
are designing products that take 
advantage of laser welding’s unique 
benefits. These include low heat input, 
narrow fusion and heat-affected zones, 
and excellent mechanical properties 
in materials previously difficult to weld 
using processes that yield greater heat 
input to the part.

The results are welds that are stronger 
and cosmetically more attractive. And 
laser welding requires far less setup 
time and can be automated, lowering 
product cost. 

All of this has further expanded the 
capability of laser welding for new 
product designs, especially in the last 
few years.

INSPIRING PRODUCT DESIGN
Previous generations of laser sources, 
including rod-based Nd:YAG (pulsed and 
continuous wave) and CO2 lasers, were 
limited in their welding applications 
because of their wavelength, low average 
power or limited response to high-speed 
controls.  

All of this changed with the advent 
of high-power continuous wave and 
quasi-continuous wave fiber lasers 
with a near infrared wavelength and 
ability to control with high speed and 
high resolution. Fiber laser system 
manufacturers, thus, have developed 
new hardware that makes new 
product applications possible. 

Another development is the 
multipurpose fiber laser system. 
Today’s laser machines are more 
flexible than those of the past. It is 
now common for these systems to 
perform multiple laser operations, 
including cutting, welding, drilling 
and marking, using one machine on a 
single part or family of parts.

Because process control is more 
precise, the range of process 
parameters is wider. The additional 
control provides even greater 
capability to laser weld dissimilar 
materials. 

ADDING MATERIAL
Autogenous welding: Materials 
are joined without the addition of 



extra materials, which require the 
highest level of fixturing and joint 
preparation. Because no material 
is added, it is necessary for the 
materials to be welded to remain 
in intimate contact during the 
welding process. Any significant 
separation of the materials can result 
in an unacceptable weld profile or 
complete failure of the welded joint. 

Fixturing to ensure consistent fitup 
of the weld joint is a key to successful 
autogenous welding. An important 
benefit is welded joints with exceptional 
cosmetic appearance. In some cases, 
these welds are almost perfectly 
blended with the surrounding material. 
Depending on the fixturing and joint 
fitup, some welds may have small 
amounts of concavity (which may not 
be acceptable for product designs that 
require fatigue properties similar to 
those of the base material) or convexity.

1. Additive welding: Material is 
added to the weld joint usually in 
the form of metallic wire or powder. 
Three reasons for adding material 
to the weld are:

2. Joint fitup: By adding extra material, 
the joint becomes more tolerant to 
joint mismatch. Acceptable welds may 
be produced from joints with less-
than-perfect fitup.   

3. Weld geometry: Addition of filler 
metal is used to control the shape 
and size of the weld. Maintaining 
a crown (convex surface of the 
weld) creates a reinforcement that 
is important for joints requiring 
mechanical strength and fatigue 
life in the overall product’s design 
performance.

4. Dissimilar metals: Filler metal 
is added to facilitate welding of 
dissimilar metals and alloys that 
are otherwise metallurgically 
incompatible.

Addition of wire or powder to the weld 
joint creates extra control variables. 
There are product applications where 
differences in the metal microstructure 
are considerable.

Therefore, careful evaluation is needed 
before choosing the weld class. An 
example is 300 series stainless steel 
that requires lower heat input to 

reduce distortion of weld joints. This 
makes fiber laser welding the process 
of choice for welding thin metals, such 
as stainless steel.
 
In other applications, the welding 
process requires the addition of filler 
metal to control the microstructure 
of the welded joint. Specifically, 
welds of dissimilar metals or alloy 
combinations that are prone to 
cracking due to formation of brittle 
intermetallic compounds can be 
made weldable. This is accomplished 

by adding an alloy that produces a 
weld metal composition having better 
mechanical properties. 

There are successful applications of 
fiber laser welding in many industries 
using different metals, component 
shapes, sizes and volume. Industry 
examples follow.

BATTERY WELDING
The increased application for lithium 
batteries in electric cars and many 
electronic devices means fiber laser 
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Figure 1. To ensure reliable 
operation of electric vehicle 
batteries over their lifespan, 
individual components and cells 
within the battery are connected 
with numerous welds. Latest 
advances in fiber laser welding 
technology now make it possible 
to weld these joints of dissimilar 
materials such as aluminum, copper 
and other materials efficiently with 
repeatable quality.  

14APRIL 2017

welding is used in the product design. 
Components carrying electric current 
produced from copper or aluminum 
alloys join terminals using fiber laser 
welding to connect a series of cells in 
the battery. 
 
Aluminum alloys, typically 3000 series, 
and pure copper are laser welded to 
create electrical contact to positive 
and negative battery terminals. The 
full range of materials and material 
combinations used in batteries that 
are candidates for the new fiber laser 
welding processes include those 
shown in Figure 1.  

Overlap, butt and fillet-welded joints 
make the various connections within 
the battery. Laser welding of tab 
material to negative and positive 
terminals creates the pack’s electrical 
contact. The final cell-assembly 
welding step, seam sealing of the 
aluminum cans, creates a barrier for 
the internal electrolyte.
 
Because the battery is expected to 
operate reliably for 10 or more years, 
these laser welds are consistently high 
quality. The bottom line: With the 
correct fiber laser welding equipment 
and process, laser welding is proven 
to consistently produce high-quality 
welds in 3000 series aluminum 
alloys that have connections within 
dissimilar metal joints.

PRECISION MACHINED 
WELDING
Seals used in ships and chemical 
refineries and for pharmaceutical 
manufacturing were originally 
TIG welded. Because of their use 
in sensitive environments, these 
components are precision machined 
and ground from high-temperature 
and chemical-resistant nickel-based 

Xtract®
Fume Extraction MIG
Removes Harmful Metallic Particles 
right at the arc.

Available in Air or Water-cooled.
Up to 500 Amp.

www.binzel -abicor.com

Doom for Fumes.

TECHNOLOGY FOR THE WELDER’S  WORLD.

http://binzel-abicor.com/US/eng/products/manual/migmag-welding-torches/fume-extraction-torches/fume-extraction-torch-xtract/
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alloy material. Lot sizes are usually 
small and the number of setups is 
many. 

The assembly of these components 
has been improved using fiber laser 
welding. Justification to replace the 
earlier robotic arc welding process 
with fiber laser welding using a four-
axis cartesian coordinate machine tool 
includes consistently higher quality 
of the laser welds, ease of changeover 
from one component configuration 
to another reducing setup time, and 
improved throughput and decreased 
assembly costs by automating the laser 

Previous laser welding techniques 
resulted in a depression at the end 
point when the laser beam is turned 
off, even when ramping down the 
laser power. Advanced control of the 
laser beam eliminates the depression 
in thin and deep-penetration welds. 
The result is consistent geometry 
and lack of porosity at the end point 
with improved cosmetic appearance 
and more reliable hermeticity.

AEROSPACE WELDING
Fiber laser welding nickel and 
titanium-based aerospace alloys 
requires control of the weld 

welding process using a four-axis 
CNC laser machine.

HERMETIC WELDING
Hermetic sealing electronics in 
medical devices, such as pacemakers 
and other electronic products has 
made fiber laser welding the process 
of choice for applications requiring 
the highest reliability (see Figure 2). 
A recent advance in the hermetic 
welding process has addressed 
concerns about laser welding and 
the end point of the weld, a critical 
location point in completing the 
hermetic seal. 

geometry and weld microstructure, 
including minimizing porosity 
and controlling grain size. In many 
aerospace applications, the fatigue 
properties of the weld are critical 
design criteria. For this reason, design 
engineers nearly always specify 
that the weld surfaces be convex, 
or slightly crowned, to create a 
reinforcement of the weld. 

To achieve this, a 1.2-mm-dia. filler 
wire is used in the automated process. 
Addition of the filler wire to a butt 
joint leads to a consistent crown on 
the top and bottom weld bead. The 

Figure 2. Note the welded assembly 
on the right features a cosmetically 
pleasing fiber laser welded 
connection that is leakproof and 
rigid. The entire circumference of the 
assembly has a consistent weld bead 
with no end point depression. The 
weld in the middle has an undesirable 
end point depression that is a site 
for porosity, lower strength and is 
cosmetically unacceptable. Using the 
Laserdyne SmartRamp technique, 
shown on the left, weld point 
depressions are eliminated.
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selection of the alloy of the wire also 
contributes to the weld’s mechanical 
properties by ensuring a sound 
microstructure of the weld. 

DISSIMILAR METAL 
WELDING
The ability to create products using 
different metals and alloys greatly 

increases design and production 
flexibility. Optimizing properties, 
such as corrosion, wear and heat 
resistance, of the finished product 
while managing its cost, is a common 
motivation for dissimilar metal 
welding.  

Joining stainless steel and zinc-coated 
(galvanized) steel is one example. 
Because of their excellent corrosion 
resistance, both 304 stainless steel 
and zinc-coated carbon steel have 
found widespread use in applications 
as diverse as kitchen appliances and 
aeronautical components.

The process presents some special 
challenges, particularly because the 
zinc coating can present serious 
problems with weld porosity. During 
the welding process, the energy 
that melts steel and stainless steel 
vaporizes the zinc at approximately 
900 degrees C, which is significantly 
lower than the melting point of the 
stainless steel. 

The low boiling (vaporization) point 
of zinc causes a vapor to form during 
the keyhole welding process. In 

Fiber laser welding  
high-temperature, nickel-based 
aerospace components ensures 
a consistent and robust joint. 
Welds that meet the geometry 
and quality requirements for 
aerospace applications are 
readily produced.

With fiber laser welding, new 
product applications are 
everywhere – in electronic 
packages, medical devices, 
automobiles we drive, aircraft, and 
process equipment and sensors. 
The list is almost endless.



PRIMA POWER LASERDYNE

steel exhibit no cracking, porosity or 
blowholes (see Figure 3).

SOLUTIONS IN THE PIPELINE
Given the many applications over 
the years, laser welding should no 
longer be considered nontraditional. 
With fiber laser welding, new product 
applications are everywhere – in 
electronic packages, medical devices, 
automobiles, aircraft, and process 
equipment and sensors. The list is 
almost endless. Most of the earlier 
limitations of laser welding no longer 
exist or are easily overcome.

seeking to escape the molten metal, 
the zinc vapor may become trapped 
in the solidifying weld pool resulting 
in excessive weld porosity. In some 
cases, the zinc vapor escapes as 
the metal is solidifying, creating 
blowholes or roughness of the weld 
surface. 

 
With proper joint design and 
selection of laser process 
parameters, cosmetic and 
mechanically sound welds are 
readily produced. The top and 
bottom surfaces of an overlap 
weld of 0.6-mm-thick 304 stainless 
steel and 0.5-mm-thick zinc-coated 

Figure 3. Top bead of overlap weld of 304 stainless steel and zinc-coated steel (top), 
shown is the stainless steel surface. Bottom bead (back side) of overlap weld of 304 
stainless steel and zinc-coated steel (bottom), shown is the steel surface.

 
While fiber laser welding may at 
first be intimidating, it has been 
repeatedly demonstrated to enable 
new product designs with significant 
improvements in cost, quality 
and performance. Laser system 
suppliers, with available applications 
engineering staff, now provide 
turnkey solutions. That includes not 
only the machine but also fixturing 
and easily learned processing 
techniques.   

Today’s laser machines are more flexible 
than those of the past. It is now common 
for these systems to perform multiple 
laser operations, including cutting, 
welding, drilling and marking.
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Appliance manufacturing becomes agile and 
flexible thanks to robotics and laser welding

Automate, 
weld, repeat 
by Abbe Miller, editor-in-chief



The Coldwater roll-up and laser weld module for the fabrication of washer and 
dryer drums and baskets can be modified according to customer requirements. 

Millennials have gotten a 
bad rap. Born between 
1982 and 2000, these 
20- to 30-somethings 

have been referred to as entitled 
and even lazy. But one thing must 
be understood: The group has huge 
buying power. They are passing baby 
boomers as the largest generation 
in U.S. history and are expected to 
inject more than $200 billion into the 
economy just this year – an amount 
that might have some walking back 
on the negative labels attributed 
to such a large segment of our 
population.

Goldman Sachs reports that 
millennials have “come of age 

during a time of technological 
change, globalization and economic 
disruption.” As they get older and their 
disposable incomes grow, businesses 
and brands would do well to pay 
attention to the buying habits of this 
new purchasing powerhouse.  

PRODUCT IMPROVEMENT
Despite millennials’ predilection 
for technology, their product 
preferences – at least in washing 
machines and other appliances – 
reveal a savvy approach to 
consumerism. As homeownership 
among millennials grows, they are 
buying more appliances and they are 
not basing their decisions on fancy 
bells and whistles. Instead they are 
making purchases based on perceived 
quality and environmental impact. 

As an example, when an appliance 
manufacturer opts for stainless 
steel components instead of plastic, 
millennials take note. Not only is 
stainless steel a sustainable material, 
some washing machine drums 
are made of plastic or porcelain, 
which can contain harsh chemicals. 
Although metal components raise the 

price, they also increase the product’s 
longevity while being more Earth 
friendly.  

Metal components in washers 
and dryers aren’t new, but they do 
mark a turning point in appliance 
manufacturing. Manufacturers have 
conquered the high-volume market 

and, therefore, are now choosing to 
offer additional product lines, such as 
the “luxury” lines that include more 
metal parts. 

The automotive industry went 
through a similar transition in 
response to the quickened pace of 
product changes and expansions. 
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through automated systems that come 
at a lower cost.       

“The big driver in appliance 
manufacturing right now is agile, 
flexible manufacturing based on 
a need to quickly switch over to 
different product lines,” says Dan Barry, 
vice president, sales and marketing, 
at Coldwater. “As has been true in 
automotive manufacturing, robotics will 
be key for the white goods community. 
In the past, the main impediment to 
agile, flexible manufacturing was cost, 
but thanks to the new partnership with 
Fanuc, we’re able to buy the robot for 
less and get the additional training and 
support that our customers need.”  

To keep tooling costs down, 
automakers focused on becoming 
more flexible through automated 
solutions. And now, the appliance 
industry is going through that same 
transition.   

FINDING A PARTNER 
To offer the higher quality units that 
millennials are in search of while 
still offering lower priced product 
lines, appliance manufacturers are 
turning to Coldwater Machine Co. In 
late 2016, Coldwater announced its 
strategic partnership with long-time 
robotics supplier, Fanuc America 
Corp. The partnership will enable 
the flexibility manufacturers need 

“The big driver in appliance manufacturing 
right now is agile, flexible manufacturing based 
on a need to quickly switch over to different 
product lines.” 
Dan Barry, vice president, sales and marketing, Coldwater Machine Co. 
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The partnership with Coldwater and Fanuc allows customers to 
increase their manufacturing agility and flexibility.  

and dryer drums and baskets. The 
system includes a servo-controlled 
de-coiler that feeds stainless steel 
through a straightener into a 
trimming press where the material 
is sheared to specified sheet lengths 
and where edges are prepared for 
laser welding. 

Preparation for the laser welding 
process includes rolling the material 
into a hoop-shaped wrapper, which 
will eventually become the basket or 
drum. In a single pass, the joint is laser 
seam welded, eliminating double 
handling of the part as compared to 
traditional processes.

“The traditional process sometimes 
meant that the material had to be 
flipped over after blanking before 
rolling it into the hoop shape,” Barry 
explains. “We’ve combined all of 
those operations into a single station, 
making it more reliable. It took a 
lot of collaboration with one of our 
customers to develop the process, but 
it was worth the effort.”

Part of the effort included the 
introduction of Fanuc equipment. The 

company’s robots were integrated  
for material loading and unloading. 
Barry says that a truly flexible line 
wouldn’t have been possible without 
Fanuc’s robots feeding the material 
into the station.

“Now that Fanuc is involved, the 
process is even more agile,” he 
continues. “If a customer wants to 
do a changeover to a larger basket 
for their washing machines, the weld 
module can continue to run because 
the robot can pick up stock from a 
temporary sheet of blanks. It’s all 
about flexibility.”

Because the robots can easily  
manage the material handling aspect 
of a manufacturing line, appliance 
makers can handle different lengths 
and widths of material and different 
sizes of products. Essentially, they 
allow for standardization during the 
material handling from one product 
to the next.   

LASER WELDING QUALITY
In addition to flexible automation, 
Coldwater systems also leverage high-
precision laser welding as opposed to 

Before Coldwater’s partnership 
with Fanuc was announced, the 
company had already established 
itself as a well-respected supplier 
to the automotive and white goods 
industries as well as to the aerospace 
and energy industries for its 
automated work cells and assembly 
lines, providing welding, forming and 
inspection processes. This variety 

of experience provides Coldwater 
a unique ability to cross-pollinate 
technology across industry sectors. 

SMART SYSTEMS 
Part of the company’s reputation as 
a solutions provider comes from its 
proprietary, customizable systems, 
such as its roll-up and laser weld 
module for the fabrication of washer 
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traditional welding techniques. Weld 
quality and strength are verified by 
scanning and inspection of the weld 
joints.

“Our customers are often doing a butt 
weld and must do so in an extremely 
accurate way,” Barry says. “With our 
systems, they can hold accuracy over 
the entire length of the material at 
about 0.001 in. A lot of precision goes 
into welding of the stainless steel 
baskets, and one of the things that 
allows us to achieve those tolerances 
is monitoring the welding process. 
Another is lasers.” 

Coldwater’s turnkey systems include 
laser welding solutions that leverage 
CO2 or fiber lasers to handle a variety 
of metals, including cold-rolled, 

Coldwater can provide the systems for manufacturers to 
produce their appliances from start to finish. Get an overview 
of the company’s capabilities in the provided video. 

As is true in automotive 
manufacturing, when robotics are 
incorporated into manufacturing 
systems, appliance makers can 
quickly switch from one product line 
to the next.

prepainted, stainless and galvanized 
sheet metals in various material 
thicknesses.

To further achieve high-quality results, 
Coldwater’s systems apply continuous 
inward pressure to keep the gap tight 
as well as strong top and bottom 

clamping force throughout the 
welding process. By incorporating 
these technologies and 
operating strategies, appliance 
manufacturers can produce 
superior designs with superior 
weld strength and, therefore, 
longer product life.  
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Fanuc offers a range of automation solutions that are highlighted in 
this video. Thanks to a new partnership, the company’s expertise is 
now at the fingertips of Coldwater customers. 

“U.S. appliance manufacturers are 
moving up the quality chain in terms 
of offering more exclusive options,” 
Barry says. “In the past, a lot of 
those offerings came from Europe, 
but now, U.S. and North American 
manufacturers are moving up that 
food chain. We’ve conquered the 
high-volume side of the industry; now 
we’re able to move into the luxury 
side of the industry, as well.”

Whether consumers fall under the 
millennial umbrella or not, having 
more options is a welcome prospect. 
And, if flexible automation options, 
such as those enabled by partnerships 
like the Coldwater Fanuc relationship, 
bring costs down, then everyone wins.

“U.S. appliance 
manufacturers are moving 
up the quality chain in 
terms of offering more 
exclusive options.”

Dan Barry, vice president, sales and 
marketing, Coldwater Machine Co.
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by Terry Tupper, senior engineer, 
materials joining group, Fanuc 

America Inc.



For several decades now, 
robots have been used to help 
manufacturers improve the 
quality and consistency of 

their welded goods. Every successful 
manufacturer has their unique story of 
what hurdles they had to overcome to 
reach the acceptable level of quality 
they depend on today. This article 
touches on some considerations for 
the average shop that will contribute 
to the goal of producing a quality end 
product. 

FIRST STEPS
For a facility that’s considering 
an investment in robotic welding 
equipment, the first item to address is 
establishing a culture of change in the 
workplace. By doing so, employees 
will be more apt to embrace the new 
technology instead of resisting it. 

You can bring in the most advanced 
piece of robotic equipment, but if 
your organization is unwilling to 
support it, understand it and own it, 
you will be greatly disappointed with 
its performance at no fault of the 
machine or the supplier.

Furthermore, the employees 
responsible for the robotic system 
installation, implementation, support 
and maintenance should be involved 
from the early stages. This will allow 
them to address concerns and 
misconceptions and help identify 
and implement opportunities for 
improvement.

It’s also important to decide who will 
provide your equipment, whether 
that includes portions of the welding 
cell or a complete turnkey product. 

Fixtureless welding between a multi-arm 
robot cell. This cell simulates hard facing 
on an auger bit with TIG welding.



You have multiple choices among 
the robot suppliers, tooling suppliers, 
automation integration suppliers and so 
on.

One consideration is to use a supplier 
with previous experience setting up 
the production process you are looking 
to automate and can show designs 
for similar applications they have 
successfully sold. They should be able 
to quickly provide support for a down 
robot situation and have access to the 
critical parts needed to quickly recover.

Many projects have ended in frustration 
and disappointment, and, in some 
circumstances litigation, because of a 
misunderstanding of the deliverables 
and expectations. Make sure the goals 
and objectives for your project are 
clearly defined and agreed upon by all 
parties.

JOINING UP
Now it’s time to consider the actual 
weld. Robots by design are very 
repeatable: They are made to return 
to the exact position time after time. 
If the part you are considering has 
joints that don’t always fall in the same 

locations or suffer from poor fitup 
due to the tooling arrangement or 
cutting methods, these issues should 
be addressed prior to robotic welding. 
You must have a good understanding 
of the part variations so you can 
accommodate all the variability.

For example, when working with 
thick plate steel, a manual welder 
can strategically place his tacks in a 
manner that helps close gaps in the 
weld joints. If you are unable to make 
improvements upstream at the cutting 
or bending operations to achieve a 
better fitup, it may be necessary to use 
hydraulic clamps to squeeze out the 
gaps in preparation for robotic welding.

Similarly, if the parts have a heavy mill 
scale or layer of surface rust, a manual 
operator can adapt his travel speed 
to ensure penetration. For a robotic 
cell, it may be beneficial to have the 
parts bead blasted or lightly sanded 
prior to welding to ensure good root 
penetration.

One exercise that helps with 
understanding part variations is called 
Design for Manufacturing. This can 

take many forms, but the premise is 
to select a part and follow it through 
every process until it’s considered a 
finished product.

This includes evaluating if any steps 
can be improved, eliminated or added 
to benefit the downstream process 
and end result. If these issues cannot 
be addressed upstream, several 
tools are available for the robot to 
accommodate welding on variable 

parts. These include touch sensing to 
locate the part in 3-D space, a camera 
system or, in some cases, a laser 
tracking system to help the robot 
“adapt” to part variations.

After your part is selected, evaluate 
your tooling. Does the part honor 
the same datum structure through 
every stage of manufacturing? If it 
doesn’t, how are you accommodating 
or complying with your variability 

Fixtureless welding between a four-arm robotic system. The part represents a 
compactor wheel used in machinery for working in landfills.
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at each stage of processing? You could be 
creating a tolerance stack-up in the end 
product that could have easily been removed 
in an upstream process.

Remember, you have an opportunity to 
correct a lot of wrongs in this evaluation. 
Some simple considerations for variability 
could provide you with a higher quality part 
with minimal effort.

HOW TO WELD
At this stage, it’s time to evaluate your 
welding process for the part. The process can 
have an effect on the robustness of tooling, 
the access requirements to the weld joints 
as well as compensation for any hot metal 
expansion. If the welding process involves a 
laser, your joint geometry (fitup) and tooling 
need to be an order of magnitude higher 
quality than the requirements of, for instance, 
sub-arc welding or cladding.

A firm understanding of your part, its 
composition and variation is critical to the 
success of the chosen welding process. 
For example, laser welding shouldn’t be 
considered for a part that regularly has gaps 
in the weld joint. And when joining two 

This cell shows two examples of using real-time laser seam tracking 
devices to locate and track the weld seam on a coupon while 
welding in close proximity of each other at same time. A smaller 
robot picks a coupon from an automated stack, places it into tooling 
and then after welding, removes it and places it into a bin.
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pieces of 1-in. steel using a slip joint 
configuration, you can probably 
eliminate friction stir and TIG 
welding as options.

Choosing the correct joining process 
is as critical as any other step in the 
production process and it carries as 
much weight as any other decision 
in the quality of the end product.

After the welding process has 
been chosen, select the welding 
equipment supplier that can 
provide your hardware needs and  
be available for assistance and 
support during setup and after 
the sale. If welding isn’t a core 
competency at your facility, the 
right supplier with readily available 
support will be a critical component 
to your success.

SIMULATION VIEWS
Once you have the part and welding 
process identified, you can make 
an informed decision as to the size 
requirements of the robot. When 
it comes to selecting a robot, it’s 
typical to start with weight and 
reach requirements. 

Most automation suppliers use 
simulation software to help 
determine the required robots and 
validate that the weld joints can be 
reached. Undergoing a full-scale 
simulation model before purchasing 
can be a great asset to use when 
making cost justifications.

By sharing the simulation with team 
members, you can address a lot of 
the “what ifs” and other concerns 
before the welding cell even touches 
your shop floor. The simulation can 
help identify access and reach issues 
and allow you to easily reposition 
the parts within the robot envelope 
to help reduce or eliminate issues 
before making the final decision.

Proper simulation provides a good 
cycle-time value to start planning 
around for other stations in your 
product process flow. The simulation 
also helps with adding more parts 
to existing tooling, if possible, or 
adding more welding stations to 
manage multiple parts or parts with 
large size variances. You will also 
benefit later from the simulated 
cell if you have to repurpose it for 

Make sure the goals 
and objectives for your 
project are clearly 
defined and agreed 
upon by all parties.
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another application or for another 
division within your company.

PAY A VISIT 
After selecting your part and process, 
it’s recommended to visit the 
suppliers under consideration and 
possibly some of their customers. 
Send sample parts to these suppliers 
and have them produce them while 
you are visiting. If your parts are 
too large or cumbersome or maybe 
just too expensive, try sending 
sample coupons that mimic the weld 
joints you expect to be the most 
numerous or difficult. This goes for 
welding equipment and welding cell 
manufacturers.

Next, have the companies you chose 
to build your system perform a small 
production run after completing 
assembly of your welding cell. This will 
allow you to see how your operators 
will interact with the cell on a first-
hand basis. You will be able to see 
actual production times and address 
production issues that may arise 
before it’s delivered. You will also have 
an opportunity to perform a final 
inspection of the parts and make sure 

they are meeting quality standards and 
expectations.

Lastly, after the system is installed 
on your shop floor, identify the team 
that will take care of setting up the 
system, programming, maintenance 
and production. Most systems are built 
on large common platforms that make 
installation as easy as unloading from a 
truck and plugging in. Larger systems 
require more effort.

Once the welding cell is up and 
running, your team will need to stay 
on top of the preventive maintenance 
schedule. You will also need to 
set a separate routine interval for 
your welding consumables that 
will be based off the amount of 
welding performed. This may also 
be determined during the small 
production run at the supplier’s facility.

Paying attention to the details at every 
decision point will aid in receiving 
a robotic welding system that will 
deliver quality welds consistently from 
the time it hits your shop floor. 

FANUC AMERICA INC.
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A how-to on correcting 
poor wire feeding, starting 
with drive roll tension

by Travis Hall, Lightning 
MIG product manager 
and operations manager, 
American Torch Tip Co.

FED 
UP



While MIG welding is 
considered an easier 
process to learn and 
perform, it can be 

complicated at times because there 
is so much technology behind it. The 
wire feeding process alone requires 
several elements, which all have to be 
maintained for effective welding.

How smooth does your wire feed? 
How often do you inspect or change 
your gun liner, drive rolls or inlet 
guides? Do you have the correct drive 
roll style for the welding wire you 
are using? Do you check your drive 
roll tension setting? Are you having 
trouble with erratic arcs, contact tip 
burnback, birdnesting or excessive 
spatter?

While that might seem like a lot of 
questions, the answers are important. 
They are good indications of whether 
or not you should take a closer look at 
your wire feeding process.

FEEL THE TENSION
When there are issues in the welding 
process, many times it comes back 
to the drive rolls. Over-tensioned 

and misaligned drive rolls lead to 
consistency issues. The correct drive 
roll tension is critical to success.

First, though, make sure the  
correct style of drive rolls is being 
used for the type of welding 
wire. Four styles of drive rolls 
are available: plastic, V-groove, 
U-groove and knurled. The V-groove 
style is recommended for steel, 
the plastic and U-groove styles for 
aluminum and the knurled style for 
flux-cored wire.

Whatever the type of wire, it is 
critical that the correct drive roll 
tension is used. Too loose causes 
poor wire feeding and slippage. 
Too tight deforms the wire, which 
creates more dust and metal 
shavings in the wire feeder, gun and 
liner, leading to blockages.

Deformed wire affects feedability 
and wears out the liner and contact 
tip much sooner with saw-like 
edges as it passes through the liner 
and tip. After setting the drive roll 
tension, check to make sure this is 
not happening in your process.

Blowing out and wiping down 
the drive wire feeder weekly is 
recommended to control dust and 
metal shavings.



As for hub tension, when mounting 
the wire reel to the feeder, tighten the 
hub enough to keep the wire from 
unraveling or overfeeding once you 
let go of the trigger.

As high-tech as welding equipment 
has become, it is still not an exact 
science on how to set drive roll 
tension. I was always told “tight, but 
not too tight, and definitely not too 
loose.”

There are few ways to set the drive 
rolls, but all are similar. The only 
truly unacceptable method to use is 
cranking down the tension setting 
knobs with pliers. 

To correctly set tension, lay the gun 
out straight. Once the wire is fed 
through, take a wood block or metal 
plate and feed the wire into it. Once 
you get the drive rolls to slip, tighten 
the drive rolls a half turn more.

You can also feed wire into the palm 
of your welding glove if it is well 
padded. Just make sure there isn’t a 
really sharp point by bending the end 
of the wire over.

Once this is done, you should have the 
optimum drive roll tension needed to 
feed the wire.  If you get to where you 
have to tighten more, there’s a good 
chance you need a new liner or drive 
rolls.

GOOD WIRE
Using the welding wire that best suits 
the application is also important to 
good feeding. Good wire is consistent 
throughout the entire length of the 
wire and from batch to batch. The 
cast, helix and wire diameter are all 
critical to maintaining a good electrical 
connection with a smooth and 
consistent wire feed. It is also important 
to have a consistent chemical 
composition and lubrication of the 
wire.

If the diameter and feedability of  
the wire seem to be consistent, but 
issues still arise that you can’t pinpoint, 
don’t worry you aren’t going crazy. 
It may have to do with the chemical 
makeup and tolerances of the wire.  At 
this point, bring in another wire and 
test it to see if the issues go away. If 
they do, you need to change the brand 
or grade of wire you are using.

When blowing out the cable and liner to remove 
debris, first remove the nozzle tip and diffuser.
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different ways liners are secured at 
the power pin.  Some manufactures 
also have a setscrew in the diffuser/tip 
holder to make sure the liner does not 
shrink or stretch when twisted. But, 
this can also cause an array of issues if 
the screw is overtightened. If the screw 
is missing, note the hole is not meant 
to be an extra gas hole.

A quality liner is typically made from 
high-carbon steel wire. It is important 
that the liner coils are wound tight 
and to have good deflection and 
rigidity for when the gun is bent and 
twisted in different directions. It is also 
important for the inner diameter of 
the liner to be consistent throughout 
to keep feedability consistent. Nylon 
and Teflon liners are typically used for 
aluminum wire.

You can extend the life of the liner by 
blowing out the cable with compressed 
air to remove the dust and metal 
shavings. ATTC recommends doing it, at 
minimum, when you change the liner. 
But depending on your shop, and if you 
have access to it, we recommend doing it 
once a week. Another good time to blow 
out the cable is when changing the wire.

Make sure the power pin is 
secured in place with the locking 
mechanism so the wire doesn’t 
push it out. This prevents heat 
buildup and other issues.

THE INSIDE LINE
The gun liner is another key 
component of wire feeding. It is 
important not to have too large 
or small of a liner for the wire. This 
also causes feeding issues, causing 
excessive wear and premature failure.

The liner travels through the core tube 
of the gun and typically sits inside 
the welding diffuser. There are a few 

The deformed 
wire affects 
feedability and 
wears out the 
liner and contact 
tip much sooner 
with its saw-
like edges as it 
passes through 
the liner and tip.

33APRIL 2017



Blowing out and wiping down the 
drive rolls and wire feeder weekly is 
also recommended to control dust and 
shavings.

If cleaning out the cable and liner does 
not fix your wire feeding issue, the liner 
has probably worn out. The liner is a 
consumable item, so don’t hesitate to 
replace it.  

When changing the liner, it is 
important to lay the gun out straight. 
Make sure the cable is not twisted. 
Having twisted cable when cutting the 
liner leads to cutting the liner at the 
wrong length. Keeping the liner off 
the ground, feed it through in short 
stokes making sure not to kink it.

Once the liner is fed through, use 
sharp diagonal cutters or welding 
pliers to cut the liner to the 
manufacturer’s recommended cut 
lengths. Make sure to remove any 
burrs as they can damage the wire.

If you are unsure of the length to 
cut, a good way to judge it is when 
tightening down the welding diffuser. 
You want to feel just a little bit of 

pressure from the liner pushing 
against the diffuser on the last thread 
or so. The reason for this is as you twist 
and move the cable, the liner, being a 
spring, can shrink or grow. If the liner 
is cut too short or long, it leads to an 
array of issues.

HERE’S A TIP
The wire feeding process finishes with 
the contact tip. A good tip, key to uptime 
and achieving consistent long-lasting 
welds, has smooth and consistent inner 
diameters. For different applications, 
such as robotic or manual welding, 
tips require certain inner diameters. 
This is important to keeping wire 
feeding smoothly with a good electrical 
connection.

When is it time to change a contact 
tip? When the wire starts to wander 
or you notice significant wear on the 
ID of the tip. You see what is typically 
known as keyholing.

Some contact tips can be rotated to 
create a new wear point to extend their 
life. Dual threads allow you to reseat the 
tip 180 degrees, and some threadless 
designs allow you to freely turn the tip 
and then secure it into place.

A wire entering the inlet 
guide at bad angle produces 
detrimental copper shavings.
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AMERICAN TORCH TIP CO.
Watch this American Torch Tip video to learn how 
to troubleshoot wire feeding issues. 

Make sure the tip is securely in place. A 
good securing method is important for 
any tip style. Use welding pliers and be 
careful not to scratch the OD of the tip, 
as this can attract spatter.

One issue with tips having too many 
threads is that it’s hard to get that tip 
out when burnback occurs. You will 
probably have to cut the wire at the 
back and feed the wire through again.

This is why some contact tip 
manufacturers have gone more and 
more to using  1/4-1 whole turns to 
remove tips, and some have gone to 
completely threadless designs.

One problem with a design where the 
nozzle secures the tip in place is the 
common, but incorrect, occurrence 
of welding front ends being used 
as hammers or just the rough 
environment in general. This can cause 
the piece holding the tip securely in 
place to come loose, which creates 
resistance and causes overheating, 
burnback and other feeding issues.

Several factors can affect and 
contribute to smooth, or not so 
smooth, wire feed. Set yourself up for 

success by keeping up on the basics, 
and making sure you have products 
that are meant to be used together.

Instead of working with suppliers 
that make and sell products based on 
price, partner with suppliers that sell 
products based on best practices and 
solutions. Doing so can bring a lot of 
value to your operation.

Not everyone needs the most 
premium product, but a product that 
is cheaper, in the long run, can end up 
being much more expensive. The key 
is to get the necessary product for the 
welding application to achieve the 
desired results. 

When mounting 
the wire reel, 
tighten the hub 
enough to keep 
the wire from 
unraveling or 
overfeeding once 
you let go of the 
trigger.
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KEEPING IT UNDER 
CONTROL 
by Greg Schreier, metalworking market manager, 
Camfil Air Pollution Control (APC)

A refresher on the EPA’s 
NESHAP Rule 6X keeps welders 
breathing easy 



When the EPA’s National 
Emission Standard 
for Hazardous Air 
Pollutants (NESHAP) 

Rule 6X went into effect in July 2011, 
many welding shops were unaware 
of the rule or how it affected them. 
This was especially true for smaller 
facilities that didn’t have a dedicated 
environmental health and safety 
specialist on staff. 

Over time, more and more 
metalworking operations caught on – 
either before or after violations were 
discovered. Because 6X is still highly 
applicable to the welding industry, it’s 
time for a refresher on what the rule 
says, compliance requirements and 
effective corrective strategies. 

METAL FINISHING HAZARDS
The EPA enforces air emissions 
standards to reduce exposure to 
hazardous air pollutants known to 
cause cancer or other serious health 
effects. Within NESHAP Rule 6X are 
materials listed as Metal Finishing 
Hazardous Air Pollutants (MFHAPs) 
that apply to the metal fabrication 
industries.

These are defined as materials 
that contain 0.1 percent by weight 
cadmium, chromium, lead or nickel 
or 1.0 percent by weight manganese. 
Manganese, a widely used substance 
in welding processes, is the material 
of widest concern to the industry.

To learn if your facility is using these 
materials, check the Material Safety 
Data Sheets (MSDS) for the base 
materials that you are using, such 
as welding rods and welding wire. 
A standard MSDS will list hazardous 
ingredients in Section 2. If, for 
example, the material is shown to 
contain more than 2.50 percent 
manganese by weight, it is subject to  
Rule 6X.

If your company applies 50 percent or 
more of total labor in one or more of 
the following categories, it is subject 
to the rule: electrical and electronic 
equipment finishing, fabricated metal 
products, fabricated plate work (boiler 
shops), fabricated structural metal 
manufacturing, heating equipment 
(except electric), industrial machinery 
and equipment finishing, iron and 
steel forging, primary metal products 

High-efficiency dust and fume collectors can reduce or nearly 
eliminate harmful welding fumes, thereby complying with EPA 
regulations and improving worker morale.   
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manufacturing, and valve and pipe 
fittings. Moreover, operations that 
are impacted by the rule cover 
these processes: welding, dry 
abrasive blasting (three types), 
dry grinding, dry polishing with 
machines, dry machining, and spray 
painting (two types).

Certain defined operations are 
exempt from the rule, including 
military installations; NASA 
facilities; national nuclear security 
facilities; military munitions 
facilities; research or laboratories as 
defined in the Clean Air Act; tool, 
quality control and equipment 
repair facilities; and welding 
facilities using less than 2,000 
lbs. of rod or wire that does not 
contain any identified hazardous air 
pollutants, per the MSDS.

METHOD 22 TEST
Your facility is likely to be impacted 
if you are in one of the industry 
categories listed above, are 
primarily engaged in one of the 
processes identified above, exhaust 
the air straight outdoors and fail an 
EPA Method 22 Fugitive Emission test.

The Method 22 test is conducted 
to provide a visual determination 
of fugitive emissions from material 
sources. It’s recommended to have 
an environmental engineering 
consultant conduct the Method 
22 test and provide third-party 
confirmation of the compliance 
results. 

The consultant performs the test with 
two stopwatches while standing 15 
ft. or more from an exhaust stack with 
a clear view of the exhaust against a 
dark background and with the sun at 
his back.

He starts the left-hand watch, running 
it continuously for 15 min., and starts 
the right-hand watch when emissions 
are observed (opacity). He stops the 
right-hand watch when emissions 
stop being observed. Rule 6X applies 
if opacity – defined as the quality of 
a particle that makes it impervious to 
light – is observed during 20 percent 
(3 min.) or more of the 15-min. test 
period. 

If your company fits the criteria 
for Rule 6X and fails the Method 

At Camfil APC’s 
factory in 
Jonesboro, Ark., 
a robotic welder’s 
fumes must be 
properly extracted 
to conform with 
NESHAP Rule 6X. 

38APRIL 2017



22 test, you must notify the EPA. A 
“Tier 1” response means you must 
change the process to eliminate the 
hazardous air pollutants. This could be 
accomplished by experimenting with 
different materials and/or different 
settings to reduce emissions. 

Keep in mind, however, that whatever 
changes you make, you must always 
operate equipment in accordance 
with manufacturer’s instructions.

After the adjustments are made, 
conduct another Method 22 test. 
If the second test fails, corrective 
action must take place immediately. 
According to the Federal Register, 
page 42985, Welding compliance, Tier 
2: “Corrective action must take place 
immediately after the failed Method 
22 test.” 

CORRECTIVE STRATEGIES
If your shop relies on standard HVAC 
filtration to clean the air and exhaust 
welding fumes outside, you’re 
potentially in violation of Rule 6X. 
Likewise, you are noncompliant if 
your facility operators simply open 
the shop doors to release fumes and 

dust. Even a dedicated dust and fume 
collection system may be in violation 
if it exhausts air outside and is older 
and/or not properly designed to 
handle the current processes.

One corrective strategy that offers 
multiple benefits is the use of a 
dust and fume collector with high-
efficiency cartridge filtration. In fact, 
the regulation identifies cartridge 
filtration as an acceptable control 
device to eliminate visible emissions.

A well-designed cartridge system 
will properly filter welding fumes and 
other hazardous contaminants. These 
systems use self-cleaning mechanisms 
that pulse dirt off the filters, allowing 
units to run for extended periods 
between filter changes.

Moreover, the filtered air can either be 
re-circulated back into the facility or 
exhausted outside. If air is exhausted 
outdoors, the Rule 6X procedures 
apply. Under Method 22, the EPA 
requires ongoing annual compliance 
specific to your operation and based 
on the date that your facility originally 
declares compliance.

The EPA enforces air 
emissions standards 
to reduce exposure to 
hazardous air pollutants 
known to cause cancer or 
other serious health effects.
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NESHAP Rule 6X 
applies beyond 
welding to multiple 
common fabricating 
processes.  

NESHAP Rule 6X applies to metalworking businesses performing 
a wide range of operations.

CAMFIL AIR POLLUTION CONTROL (APC)

If your company recirculates the 
filtered air instead of exhausting 
it outside, the EPA NESHAP 
requirement no longer applies. 
However, the indoor air must still 
comply with OSHA permissible 
exposure limits. The collector may 
also require safety-monitoring filters 
(also called after-filters) for added 
filtration and backup protection. 
Note that you can eliminate the 
cost to replace conditioned air by 
recirculating heated or cooled air 
back through your facility rather 
than venting it outdoors, boosting 
the energy efficiency of your overall 
operation. 

GUARANTEED RESULTS
Before you make the leap and invest 
in a dedicated air filtration/dust 
collection system, make sure the 
supplier is experienced in applying  
Rule 6X as well as appropriate OSHA 
and NFPA standards for air quality 
and fire/explosion protection. 
In addition, beware of claims of 
“removing 99.9 percent  
of contaminants” of a certain 
particle size. 

The problem with these claims is that 
they aren’t regulated by the EPA and 
OSHA. Rather, the organizations want 
proof that emissions are at or below 
required thresholds. Therefore, ask the 
filtration manufacturer for a written 
guarantee of emissions performance 
stated as grains per cubic foot. 

Although Rule 6X has been around 
for several years now, it’s beneficial to 
review how it applies to your welding 
operation, what you should look 
for in your air and manufacturing 
environment and the relevant tests 
you need to conduct. Maintaining 
control of your facility’s environment 
with high efficiency dust and fume 
collectors can greatly reduce or 
nearly eliminate welding chemicals, 
especially hazardous air pollutants, 
resulting in compliance and – more 
importantly – employee health and 
well-being. 
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High productivity and 
longer life 
For cutting hard materials!

The Advanz™ MC5 utilizes a multiple chip grind with 
a high/low tooth sequence. The chip load is spread out 
over more teeth to facilitate longer life. 
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Advanz MC5
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motion while cutting which results in an increase in tooth 
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motion also serves to minimize surface contact area, increase cutting efficiency and 
decrease wear to the blade.
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AMP
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by Jimmy Myers, senior editor

Manufacturers make gains by automating the sawing process

PUSHING 
AUTOMATION



If stock material were perfect and 
at the exact lengths needed for 
finished parts, there wouldn’t be 
much need for optimization in the 

sawing industry. However, nonferrous 
metal is often flawed with mars, forklift 
stabs, dents, scuffs, band marks from 
packaging or anodized defects.

Fortunately, a software program 
created by TigerStop LLC that works in 
conjunction with a fully automated saw 
system calculates how the operator can 
make the most out of his stock material 
while cutting out imperfections.

The saw operator simply makes marks 
around the defects with a bright 
orange UV “Crayon,” and the marks are 
picked up by a sensor in the TigerSaw 
2000, an automated saw station from 
TigerStop. The software determines 
how much material will be discarded 
and optimizes the cut list so there 
is minimal scrap at the end of the 
process. 

Simon Spykerman, director of 
marketing at TigerStop, says company 

representatives have noticed that the 
tall piles of scrap at their customers’ 
facilities have dwindled down to almost 
nothing after using the optimization 
system. That’s because the operator 
makes use of remnants or usable scrap 
pieces in future cut lists. The software 
tracks the remnants and can feed them 
through a cut list for optimization. The 
software also allows for accurately cut 
parts the first time around so no scrap 
waste is produced. 

“A great deal of scrap waste is entirely 
usable material, but the labor required 
to track those remnants and determine 
how to best make use of them in cut 
lists takes too much time and energy,” 
says Spykerman of the manual method.

While the saw increases throughput 
dramatically, “you still have to load it,” 
he says.

AUTOMATED LOADING 
And therein lies the problem with many 
sawing applications. The automated 
saws go through cut lists so quickly the 
operator is stuck at the saw continually 

TigerStop’s new auto loader can work with a variety of 
material geometries, including square tubes.

loading pieces when he could be 
performing additional value-added 
tasks in the shop, such as sorting 
finished parts. 

Therefore, the logical next step 
for TigerStop was to produce an 
automated loader to work with the 

TigerSaw 2000, which is something 
that’s been available to the European 
market through TigerStop’s Holland 
plant.

It wasn’t until recently when an 
Australian customer became interested 
in the automated loader, called the 
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TigerFeeder Automatic Infeed Station, 
that the company’s headquarters in 
Vancouver, Wash., adopted the auto 
loader technology and built its first 
model stateside. According to Jack 
Ragan, vice president of sales at 
TigerStop, the Australian customer 
needed a sawing solution that would 
cut five types of material at a greater 
production speed, leading the company 
to order the TigerSaw 2000 with the 
auto loader.

TigerStop rolled out the beta version 
of the auto loader at Fabtech 2016. 
Spykerman says the company received 
positive feedback and plenty of interest 
at the trade show, and after a few 
changes, the unit is now hitting the 
market. The first auto loader shipped 
out to Australia in late February. 

DOGS AND CAPACITY
Anyone familiar with automated loading 
systems is probably also familiar with 
the term “dogs.” The loading station 
dogs – the triangular pieces of the 
loading station like those shown on the 
opening image of this article – work 

with steel cross bracing to push material 
forward in a synchronized fashion. 

This ensures material stays straight 
while it is being fed through the 
saw. The dogs also retract, allowing 
pneumatic cylinders to cycle back 
and forth, advancing the next piece of 
material.

Currently, the auto loader is set up to 
handle five 100-lb. pieces at a time. 
The auto loader comes in sections (or 
stations), allowing customers to add up 
to seven to their sawing operation for 
3,500 lbs. of total weight. Each station 
can handle a variety of material from 4 
ft. to 30 ft. in length. 

Payden Davidson, trade show 
coordinator for TigerStop, notes the 
operator can adjust loading speed, 
which helps when working with 
different material weights. 

REDUCING LABOR
One of the main draws for the loading 
station, on top of better throughput, is 
that it frees up an operator. Davidson 

Utilizing TigerStop’s 
automated stop system 
takes an operator’s setup 
time from a minute down 
to seconds.
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says normally, the sawing operation 
requires one operator to mark defects 
as they load single pieces of material. 
Meanwhile, a second operator sorts cut 
pieces at the end of the sawing process. 

Being able to load and mark five 
pieces of material at a time requires 
less labor, taking a two-man operation 
down to one. A single operator can 
load the system and work on sorting 

finished pieces as the saw is processing 
material. 

“When you can have just one guy 
doing both sides,” he says, “that’s ideal.”

KNOWING WHEN TO 
AUTOMATE
Small to medium-sized shop owners 
working with manual sawing processes 
might experience seasonal surges 

Each station is powered by pneumatic cylinders that can push up to 
five pieces of material weighing up to 100 lbs. per piece.

TigerStop’s Payden Davidson readies the fully automated 
sawing solution for a demonstration.

SP8April 2017



that push them to the limit of their 
productivity capabilities, piquing their 
interest in automation. But Spykerman 
says that knowing when to automate 
really boils down to a question of 
risk – how much is the manufacturer 
currently tolerating? 

For example, risk is associated with 
miscuts, rework and spending too 
much time on specific processes. 
Manual processes put quality at risk 

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

AL100U-02
TUBE & PIPE

GRINDER/NOTCHER
50514 EC

IRONWORKER

SUP-500 NF
NONFERROUS UPCUT
CIRCULAR COLD SAW

Best-in-the -Business 
WARRANTY !

You can count on 
accuracy of +/- .006!

More options and accessories keep costs 
down and productivity and profits up!

DEPENDABILITY! DEPENDABILITY! 

VERSATILITY! VERSATILITY! 

QUALITY! QUALITY! 
American manufacturer and importer 
of quality machinery.

GUARANTEED!

PRECISION! PRECISION!

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!

LEASING
AVAILABLE

at every corner. The argument can be 
made that a craftsman or artisan relies 
on archaic and manual processes for 
their line of work, but for production 
facilities, throughput is important, 
and many find the need to automate 
becoming quite urgent.

Manufacturers working with manual 
processes are probably also using a 
tape measure. Spykerman says many 
manufacturers attest to the fact that 

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


and adjustment of stops, takes an 
operator’s setup time from a minute 
down to seconds. Additionally, the 
return on investment exceeds the 
$25,000 saved on measuring stops. 
Spykerman says that when customers 
automate existing machinery and 
replace manual stops, they get 
computer-controlled accuracy, which 
means there are no mistakes on part 
lengths, and no loss due to scrap.

TIGERSTOP LLC

few new employees actually know how 
to read a tape measure, just another 
factor of the skills gap. 

Spykerman notes that a fabrication 
shop might have processes that 
include cutting, measuring, drilling, 
punching and boring, which have a 
number of repetitive and simple steps 
where mistakes can easily occur. Even 
when mistakes are absent, there is a 
time element that leads to big costs in 
the end. Automation takes the human 
error element out of the equation.

Spykerman notes that if an operator 
were to set a stop 120 times a day 
at one minute per stop, they would 
spend two hours out of their workday 
on this task. If the operator makes 
$50 an hour, that’s $25,000 a year 
measuring and adjusting stops. There 
is also added waste that needs to 
be accounted for where errors are 
concerned, which eats up more time 
and causes more scrap.

Utilizing TigerStop’s automated stop 
system, which does all the measuring 

“A great deal of scrap waste 
is entirely usable material, 
but the labor required to 
track those remnants and 
determine how to best make 
use of them in cut lists takes 
too much time and energy.” 

Simon Spykerman, director of 
marketing, TigerStop LLC

Since 1985, MetalMizer has been committed 
to providing you with high-quality, low-cost, 
space-saving solutions for your metal cutting 
needs. Built in the USA, MetalMizer bandsaws 
were invented by 
a manufacturer 
for manufacturers 
and are priced 
for profitability to 
see a return on 
investment quickly. 

Whether you are a startup 
operation, own a small job 
shop, run a busy tool room at 
a large factory, or supply big automotive or 
aerospace companies, MetalMizer equipment 
will withstand years of quality cutting with 
minimal maintenance. Visit online or 
contact your MetalMizer Representative 
today for more information.
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MetalMizer MV2300

800.522.5097  metalmizer.com

FEATURES:

• 18" horizontal, 20" vertical cutting capacity

• Powered 0 to 45 degree tilting saw head

• Adjustable 0 to 3 degree forward tilt

• Auto speed adjustment with presets

• Convenient rotating control panel arm

• 30% less overall machine depth than competitive saws

• Made in the U.S.A.

"The reliability, low-maintenance, ease of set-up, flexibility, 
and small footprint are key attributes of MetalMizer." 

 —Steve Lang 
Commercial Tube Processing Corporation

TILTING 
SAW HEAD!
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https://www.tigerstop.com/
http://www.metalmizer.com/Index.aspx


http://www.doallsaws.com/
https://www.youtube.com/watch?v=2QEDzOz2e0U&feature=youtu.be
https://www.youtube.com/watch?v=Mj-LT8xOuUg&feature=youtu.be


OUTSIDE THE BOX
How a fleet of 24 metalcutting bandsaws cuts tubing and solid bar round stock for big-name companies

by Chase Warner, contributing author, MetalMizer



Established in 1974, 
Indianapolis-based 
Commercial Tube Processing 
Corp. (CTP) provides 

customers around the world with 
high-performance tube assemblies, 
top-quality metal fabrications 
and precise weldments. Working 
with a variety of large-quantity 
orders to supply well-established 
companies, including Caterpillar, 
Volvo and Cummins, CTP also 
depends on smaller orders that other 
manufacturers will not fulfill in order 
to gain business. 

Throughout its history, CTP’s ability to 
remain flexible, think outside the box 
and take on any size job has allowed 
the company to achieve decades of 
success in the industry. 

CTP provides a range of products for 
the diesel industry, including over-
the-road, off-road, locomotive and 
military equipment. The company’s 
primary offerings are subassemblies 
for exhaust systems while also 
offering internal engine, oil sump, 

fuel lines, brake lines and irrigation 
products for agricultural use. 

CTP generally cuts tubing and solid 
bar round stock from 1/8 in. to 10 
in. thick working with a variety 
of material, such as carbon steel, 
stainless steel, copper, nickel, brass 
and aluminum. With the diverse 
sizes, angled cuts and materials 
required by customers, CTP relies on 
MetalMizer metalcutting bandsaws 
to provide quality products for the 
global market. 

KEY ATTRIBUTES
The MetalMizer saw was invented 
in 1985 when sawmill equipment 
manufacturer, Wood-Mizer, wanted 
a metalcutting saw to produce its 
premium product. The hands-on 
fabricators at Wood-Mizer wished 
their cutoff saw would tilt a little 
bit forward, cut at a 45 degree 
angle in either direction, have finite 
adjustments on the feed force and 
offer all of this conveniently without 
a bunch of bells and whistles.

Optional heavy-duty infeed 
and outfeed tables on the 

MetalMizer MV2018 provide 
material handling solutions 
for optimum material flow.

The fabricators went on to invent 
the MetalMizer MV2018 saw that is 
now used by manufacturers around 
the world, including CTP, to fulfill 
fabrication, production, maintenance, 
and research and development needs. 

“The reliability, low maintenance, ease 
of setup, flexibility and small footprint 
are key attributes of MetalMizer,” says 
Steve Lang, production supervisor at 

CTP. “In the 1980s, we purchased a 
machine for our sheet metal division 
and it performed well so we bought 
a couple for tubing and it’s gone on 
from there.” 

Today, CTP runs 24 MetalMizer 
MV2018 bandsaws. CTP also produces 
many prototypes for its customers, 
which may require only one or two 
pieces to test. 
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“The MetalMizer saw, with the ease of 
setup, means we can knock that job 
out quickly,” Lang says. “Why set up a 
laser for two pieces?” 

Two MetalMizer saws are set up in the 
prototype department specifically for 
their versatility. Together, the saws 
operate five days a week, running 
half a shift cutting one or two pieces 
at a time with different setups and 
requirements for each job. Because 
CTP doesn’t do more than four or 
five pieces at a time, Lang says the 

flexibility of the MetalMizer saws 
are a great fit for the prototype 
department.

Each of CTP’s 24 MetalMizer MV2018 
saws offers a cutting capacity up 
to 18 in. wide and up to 20 in. high. 
However, with the machine’s unique 
design that includes the motor drive 
system on the upper wheel, overall 
depth of the saws is 30 percent less 
than comparable units.

MetalMizer’s cutting 
head features a 0 degree 
to 3 degree adjustment 
forward tilt to optimize 
feed rate on entry when 
cutting structurals and 0 
degrees for notching. 

“I see thinking outside the 
box as a big part of our 
success. We figure out how 
to make things work and 
over the years, we’ve learned 
the importance of that.” 

Steve Lang, production supervisor, 
Commercial Tube Processing Corp.
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The MetalMizer cutting head includes 
a counterbalanced tilting saw head 
with pre-stop detents located at both 
45 degree angles and at the vertical 
position for fast and easy operator 
adjustment any time a vertical or  
miter cut is needed for the job. 

“Whether it’s a single angle or a 
compound angle miter cut, the saw 
head flexibility and table surface can 
get us an accurate cut,” Lang says.

FLEXIBLE APPROACH
In addition to allowing for more 
machines by occupying less overall 
floor space, Lang explains that the 
MV2018 footprint and mobility are 
especially important in the machine’s 
operation.

“We’re able to move them to the tube 
bender and do a workcell right off the 
bender,” Lang explains. “It needs a small 
footprint, and we don’t have room 

The head-mounted 
variable-frequency 
drive motor simplifies 
the drive mechanism to 
allow the use of a highly 
efficient, infinitely variable 
powertrain for cutting 
performance.

Commercial Tube Processing’s work center supervisor, Kevin 
Bryant (left), with the company’s production supervisor, 
Steve Lang (right), at a workcell.
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between machines to have a larger  
saw up there.” 

Dave Gillaspy, a manager at 
MetalMizer, says the team at CTP is 
able to think outside the box and 
achieve success by remaining flexible 
in their operation. He says that saws 
are assigned to certain areas for certain 
types of work, but adds that they’re 
so flexible that if CTP needs to move 
one – based on the workflow that’s 
going through – it’s not a problem. 

“CTP’s ingenuity to create workcells 
that solve specific production 
challenges is an example of 
manufacturing at its finest,” Gillaspy 
says. “CTP reinforces the ability of 
MetalMizer to produce a high-quality, 
low-cost, space-saving solution to 
satisfy the sawing needs of many 
companies throughout the world.”

Kevin Bryant, a work center supervisor 
and machine operator at CTP, agrees 
the flexibility of the MV2018 saws is 

“[Commercial Tube 
Processing Corp.] reinforces 
the ability of MetalMizer 
to produce a high-quality, 
low-cost, space-saving 
solution to satisfy the sawing 
needs of many companies 
throughout the world.” 

Dave Gillaspy, manager, MetalMizer
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The small 
footprint 
of the 
MetalMizer 
MV2018 
allows 
flexibility for 
a workcell 
near the tube 
bender.



METALMIZER

COMMERCIAL TUBE 
PROCESSING CORP.

what allows the company to set up 
different workcells in many areas based 
on production needs. 

“Ease of setup is really nice on the 
machines, and they are user friendly; 
there’s not much to operating them,” 
Bryant says. He adds that the machine 
requires very little training for the saw 
operators, which makes it easy for 
anyone to move, set up and operate 
the machine when needed.

MINIMAL MAINTENANCE
While each of the MetalMizer saws 
operate depending on production 
demands, Lang says the machines 
require minimal maintenance. 

“When I asked our maintenance 
supervisor, we had $0 entered for 
the 24 saws for the last five years,” 
Lang says. “We check fluid levels, the 
reservoir and change a bearing every 
once in a while, but basically it’s a no-
maintenance machine.” 

CTP performs a bi-weekly and annual 
preventative maintenance service on 

each machine in order to maintain the 
equipment performance throughout 
the year. 

Customers of CTP praise the company’s 
quality, on-time delivery and 
willingness to do the small prototype 
work that their competitors won’t 
fulfill. 

“I see thinking outside the box as a big 
part of our success,” Lang explains. “We 
figure out how to make things work 
and over the years, we’ve learned the 
importance of that.” 

CTP’s installation of versatile 
machining equipment along with the 
ability to provide quality products 
at any quantity or specification has 
positioned it for continued success in 
the industry.

The MetalMizer MV2018 can cut a variety of materials, 
sizes and shapes.
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INDUSTRY
NEWS SCOTCHMAN TURNS 50, OFFERS 

DRILL TAP OPTION 
Scotchman Industries, which is 
celebrating its 50th anniversary 
this year, announced its drill 
tap option for its GAA-500 90 
automatic upcut circular cold 
saw. The saw is for cutting 
nonferrous materials at 
90 degrees up to 6 in. square 
and round. It includes a 7.5-hp 
motor that provides a cutting 
speed of 3,000 rpm, a pneumatic 
mist coolant system and a 
base designed with two chip-
extraction ports. A rotary dial 
allows for length adjustments 
and part lengths that are held 
to the length tolerance of 
±0.006 in. per index.  
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SIMONDS PRESENTS NEW 
BANDSAW BLADES
Simonds Saw’s CWT carbide-tipped bandsaw blades are for aluminum 
block, aluminum gates and risers, aluminum automation, Inconel and 
nickel-based alloys. Similar to 
the “California Wing Tip” tooth 
formation used in circular saw 
blades, the blades have a three-
tooth set pattern with positive 
rake geometry for faster cutting 
and good penetration. The 
blades are available in five 
widths: 1 1/4 in. by 0.042 in., 1 
1/2 in. by 0.050 in., 2 in. by 0.062 
in., 2 5/8 in. by 0.062 in. and 3 
1/8 in. by 0.062 in.

http://www.scotchman.com/
http://www.simondsint.com/Pages/default.aspx


Kasto Inc. announced two strategic American leadership changes. Stefan 
Dolipski (right) is taking on one of the vice president positions where he will 
focus on technical consulting and service related topics. Dolipski has been 
with Kasto 17 years and will continue to manage the service department. 
Nikolis Wasynczuk is the other vice president and will concentrate on 
commercial, financial and administrative matters. In other news, the 
company’s KastoApp displays the status of all Kasto sawing machines in the 
network equipped with EasyControl or ExpertControl using a smartphone or 
tablet. The app indicates whether the saws are in automatic or manual mode, 
reports malfunctions and 
shows if a tool change is 
taking place. It gives the 
user exact information on 
all relevant parameters, 
such as the material, 
cutting length, target and 
actual quantity, feed rate 
and cutting speed.

KASTO NAMES VPS, OFFERS 
MONITORING APP
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METALMIZER’S NEW METAL 
BANDSAW
MetalMizer’s MV2300 metalcutting bandsaw 
features an 18-in. horizontal, 20-in. vertical 
cutting capacity; zero to 300-lb. cutting pressure; 
and 3-hp, 230V, 1-phase or 230V/460V 3-phase 
drive motor. Additional features include 
adjustable 0- to 3-degree forward tilt, 
powered 0- to 45-degree tilt from either 
side of vertical, and auto speed adjustment 
with presets for making a variety of cuts. 
The touchscreen control box is positioned 
on a swivel arm for the operator to position. 

http://www.kasto.com/us/home.html
http://www.metalmizer.com/Index.aspx


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

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.

TIGERSTOP OPENS 
MEXICO OFFICE
TigerStop LLC launched an office in 
Mexico City and named Gregorio 
Aspeitia national sales manager for 
Mexico. Aspeitia is tasked with new 
business development and building 
a new dealer network for sales and 
support throughout Mexico and 
South America. Aspeitia has more 
than 23 years of industry experience 
in product engineering, design, 
manufacturing and corporate sales. 
His background includes growing 
new markets for companies such as 
NSK and Hitachi Automotive.

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


MORE INFORMATION IS JUST A CLICK AWAY!

Fabricators have a triple-barreled resource they can reach through Welding 
Productivity, or through our sister publications, Shop Floor Lasers and FAB 
Shop Magazine Direct. 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 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 WELDING PRODUCTIVITY

WRAP MACHINE:  
Saving time and risk

MIGHTY COMPACT:  
Small yet strong press brakes
 

TRENDING TOPICS:   
Looking to Industry 4.0

CRITICAL CHOICES:   
Top considerations for lasers 

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

THE INFORMATION CONDUIT FOR FABRICATING AND STAMPING PROFESIONALS

mailto:aberg%40techgenmedia.com?subject=
http://magazine.fsmdirect.com/2017/feb/d/#page26
http://magazine.shopfloorlasers.com/2017/feb/d/#page11
http://magazine.fsmdirect.com/2017/feb/d/#page18
http://magazine.shopfloorlasers.com/2017/feb/d/#page38
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