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KSI SQC Series Swiss Automatics...

The KSI SQC Series high precision CNC Swiss productivity. Our robust base casting and toolstand
Automatics from McBride Machine Tools are extremely rigid and thermally stable. By
Corporation (MMTC) offer the most complete partnering with the world’s industry leaders for
standard features package of any swiss machines our critical components, we not only ensure the
of its class. The standard 7 axis machine package is highest quality components but also global support.
ready for the most comprehensive and demanding The SQC series is designed with the end user in
swiss applications. mind. The machine cabinet is engineered to afford
the operator/setup person maximum room for
accessibility while our base casting requires a
minimum machine footprint.

Our new SQC series is designed and built
by KSI/MMTC to handle the breadth of CNC
swiss applications from high precision to high

For more information, visit www.ksiswiss.com, or call us at
303.468.8080




The Best Value on the Market

The KSI SQC Series high-precision CNC Swiss Automatics offer the
most complete standard features package in their class:

e 9driven tools (up to 13 optional) * GE Fanuc 18iTB Control

* Full C-axis main and sub spindle e Ethernet capability

* 5 position Y-axis tool block e 7 axis control

 Parts conveyor / parts catcher » Bar feed interface

 All GE Fanuc electronics and motors e Rigid tap all spindles

* Program check by MPG e Dual pump coolant system
 Off-center milling all sides * GE 2 year Fanuc warranty

Special built machines can be designed and built to suit your needs.
Competitive finance alternatives available.

KSI Swiss, Inc.

7160 Irving Street » Westminster, CO 80030
303.468.8080 * Fax: 303.468.8081
www.ksiswiss.com
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PartMaker

Software That Saves Time & NMoney

PartMaker pioneered the field of CAM software for Turn-Mill
Centers and Swiss-type Lathes. By generating edit-free CNC
programs and proving out the results on screen with

PartMaker, you'll reduce programming and setup time.

®Turn ® Mill @ Turn-Mill @ Swiss @ Wire EDM hﬂmaker ;

® VISUAL @@ INTUITIVE @€ MORE PRODUCTIVE

H 1-888-270-6878 M www.PartMaker.com
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New Gloves

Every wide receiver in the National Football League
wears special colorful catching gloves. They protect
precious thumbs, pinkies and palms from cold and cuts,
and cushion them for receiving bullets from the Brett
Favres and Peyton Mannings. They are slightly sticky; all
the better to snare slick footballs.

And now you are likely to find them on the hands
of your local UPS driver. Leave it to Brown
to catch on to the flashy brilliance of
football gloves.

For a UPS driver, like a wideout, the
hands are critical. Hand injuries cost UPS
big money each year. Early adopter drivers
saw the flashy gloves as money.

A little tacky, modestly padded — perfect
for handling the wheel and picking up
awkward packages. And they are cool.

If you dress in brown day after day, what a treat to
wear sexy, colorful work gloves. For $50 a pair, you can be
Randy Moss or Chad Johnson driving a package van.

Which brings me to the redesign of Today’s Machining
World. Maybe you think we are a little flaky here. In the
past year we’ve changed the name, gone from 6 to 9 and
now to 12 issues per year, changed the look of the maga-
zine twice. But | think it isn’t enough to just be good. You
need to have some flash, some pizzazz, some sexiness.
Even if you do your work as well as Brown does, you want
a little flash.

We recently brought aboard Rob Bocok to be our
Art Director, with a redesign the first order of business.

A magazine needs a facelift periodically to stay fresh,
just like a house or office needs redecorating. | change
the artwork in my office frequently just to shake up my
internal kaleidoscope.

I hope you enjoy the new look and the increased
frequency of TMW. It feels great to change the gloves.

“You need
to have some
flash, some
pizzazz, some
sexiness.”
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Lloyd Graff
Editor/Owner



The Parts You Need
When You Need Them

AUTHORIZED DISTRIBUTORS

¢ Accu Trak Tool Corp. * M &M Mfg. Co.
e o B&S Screw Machine Services * Quality Chaser Co.

* Boyar Schuliz (LDE) o Schlitter Tool

* DT Tool Holders (Carb insert) * R.L Spellman Co.
* Hardinge

® * Davenport
se rVI‘ e IN STp()CK AND READY TO SHIP

B&S spindle assemblies © B&S #2 & #00 windows, doors & rails * bearings © belting
* cam blanks  cams for multi spindles © carbide inserted box tools  chains

Yo u chasers © chip carts for B&S and Acme © chip conveyors © collets, new or used © collet
tubes  cut off blades © cutting oil screens © deflector cables © die heads © die head

yokes © drill bushings © gaskets © gears © knurls  lipe pusher assemblies © pads
* pulleys * pumps  pushers, new and used © pusher tubes © rebuilt dynabrake

motors with digital fimer ¢ schemafic prints © Servo Cam units © shafts © silent stock
tubes © spindles © tap bushings  timing cams © tool holders for single and multi

spindles © tubing © vibra check machine mounting pads

AMSCO

AUTOMATIC SCREW MACHINE TOOL & SUPPLY CO.
Ask for Pat Pagac or Wendell Rogers of Satisfying

6775 Brandt Rd., Romulus, MI 48174
800/832-6726 « 734/728-8500  FAX 734/728-8020 Customers
Visit our Website: www.autoscrewamsco.com E-Mail: office@autoscrewamsco.com

Over 50 Years
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Smells Like
Well, I just returned from Chicago and the
FABTECH International show. We came out
after a nice dinner downtown (fair food with a
great price) to smell that wonderful city experi-
ence — sewer and gasoline smells combined.
This observation is in difference to the first
sentence of the Rock Valley article featured in
the October issue of TMW. (The article began
with “The heavy smell of manure envelops the
town of Rock Valley, lowa™). Well, we all have
our smells and observations.
Jim VanderVelde
City of Rock Valley, Rock Valley, 1A

Digging That Hole

On last month’s puzzle- “The Hole.” You have
to read into the puzzle as presented that 3
men were put to work, each digging separate
holes, each hole the same size. This estab-
lished their individual productivity rates.

Now put the men to work digging one hole
only; but then again, this single hole being the
same size as the holes that established their
production rates. Now you have read into the
puzzle that the time spent digging in the hole
for all men is the same, and their individual
production rates are not compromised by
being in close proximity, i.e., plenty of room
to swing their picks, shovels or whatever; with
this criteria, then math can be applied.

If “t” represents the hours spent digging this
stupid hole and “H” represents the finished
hole, then Fred’s hole share of the hole is
Ht/4, Charlie’s share of the hole is Ht/6, and
Bill's share of the hole is Ht/8. Add them all up
to get the finished hole: Ht/4+Ht/6+Ht/8=H.

School boy’s algebra: The H’s cancel out,

@

so t/4+t/6+t/8=1. This condenses down to
13t/24=1, so t= 1.846 hours.

Now comes the tricky part: The half hole
returns to a hole half the size of the hole
that started all this nonsense. At least
that's my interpretation. SO the time to
dig half a hole is half the time it takes to
dig a whole hole, which is 1.846/2 or .923
hours or 55 min., 22.8 sec.

You can see that, mathematically, the
size of the hole is of no consequence;
it’s all predicted around productivity
rates and the time involved.

Seriously, this is a production shop
problem, where you have machines and
people with various production rates
and efficiencies being combined to
produce a particular component or as-
sembly. Same principles apply in order
to know what the hell your factory is
capable of. Unfortunately we don’t see
much of it these days, since the people
and shop managers who are trained and
educated do not have the control they
need to get the job done right; it's always
the bean counters up in the ivory towers
calling the shots. | had fun with this one.

Chuck Poole
Britmax Machining Inc., Riverside, CA

Loyal Fan
You folks have had a great publication over
the years. May you continue to do so as you
plan to go monthly. Much success to you and
your firm.
Harris W. Searfoss
Searfoss Industries, Inc., Boonville, MO

Mea Culpa: We inadvertently omitted photographer Alan Grant’s name from the U.S.
Bicycle Industry story in the Nov/Dec 2005 issue. TMW regrets the error.
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Something on your mind?

We’'d love to hear it.

Send your comments to:

TMW Magazine
4235 W. 166th Street
Oak Forest, IL 60452

Or email us at:

jill@todaysmachiningworld.com
lloyd@todaysmachiningworld.com
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D elphi is proposing to the Bankruptcy court their version of the 70%
solution. They are offering their suppliers “up to 70%” of what they
owe on work done. If a supplier accepts the deal, they lock themselves into
a two-year contract for the jobs they have won with no possibility of
increases in the event of raw material or energy increases.

This is a tough deal to take, but also hard to are scared and angry about the mess.

refuse if a company is owed big money by Del- Delphi management has been abysmal

phi with no certainty about how the bankruptcy  running up to the current chaos, and

will unfold. If your business is shaky, the 70% Steve Miller, the current chairman, negoti-
solution may be your best chance of survival, ates like Attila. He lost credibility with his
though you may be in for a fight with Delphito  stakeholders when he guaranteed the jobs
get the 70 points in the end. of 240 of his top managers (bunglers?) and

The big “if” in the proposal that | see is that put them in line for big bonuses if Delphi
Big Daddy GM may collapse if Delphi workers manages to go to profitable heaven through
strike, or supply holes cripple their produc- some miracle of financial manipulation. This
tion because balky suppliers walk away from a master stroke really went over well with the
decaying Delphi. Either scenario is devastating UAW.
to an imploding General Motors. For people doing auto parts work there will
I've been talking to Delphi suppliers and they be life after Delphi if they can hold on. The thirst
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Be More
Satisiied.

More than 80 models to choose from.

VMC | 60 models High-Productivity
HMC | 15 models 5-Axis & Profiling
Lathe | 12 models Large-Capacity
Rotary | 40 models High-Speed

Moldmaking

AN IBNEVAVYEI8 The 2006 EC-400PP HMC with integrated

6-station pallet pool, 20" x 20" x 20" travels, 20-hp vector dual-drive
system, 8000-rpm inline direct-drive spindle, belt-type chip conveyor
and 70-pocket side-mount tool changer.

Haas Automation, Inc.
Oxnard, California USA
800-331-6746 | www.HaasCNC.com

Haas Factory Outlets provide
Haas Automation Inc.  Jocal showrooms and certified service.




for vehicles in North America will be slaked by
somebody even if GM and Ford both go bust,
which appears quite possible at this moment.

Some smart guys at Goldman Sachs are
certainly figuring out how to capitalize on
the transition to a viable American-made car
industry. The champions of the old, discredited
model, Rick Wagoner, Billy Ford and Ron Gettel-
finger, will all be canned soon. Miller of Delphi
is a workout guy so he’ll be gone also.

Toyota will emerge as the world’s
car giant, but | do not foresee them buying
GM or Ford, though they will pick up some
plants, especially Saturn in Tennessee.

General Motors still has some wonderful
assets, as does Ford. The light truck business
of both Ford and GM in the hands of a team
that has the freedom to build the vehicles and
sell them creatively, without the UAW legacy
costs, is a fabulous plum. I'm sure it's what Kirk
Kerkorian saw when he bought GM stock
8 points ago.

If the taxpayers bail out GM, Ford, and the
UAW on health care and pensions, the deal
guys who buy the assets are going to have a
good chance to make money. They will need
solid, talented component makers, and they will
pay fairly for what they buy because it's good
business.

We're talking cyclicality here. Every dog has its
day — just look at nickel and oil. The appalling
inefficiencies will be sucked out of GM, Ford,
Delphi and Visteon over the next five years or
less. Making auto parts may actually become a
nice business again, though probably not on 8
Mile Road in Detroit.

The “70 per cent solution™ is likely a non-
starter for Delphi and its suppliers, but there
will be better days ahead if you can stick it out.
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Dear Jack,

Yes, | know what you're going through. it's been a tough fall, and it
Looks Like winter will be wmore trying. with Tier One automotive in a
shambles, General Motors burning the family furniture just to stay
warm, accounts recetvable in douwbt and unbankable, it must feel Like
Yow'll never recover. It stinks.

( hear old Northland Mall in Southfield is a playground for car
thieves. Detroit is the city that the housing bubble bownced over. Ann
Arbor is still rich, but it's a biotech and university toww. The rest of
Southeast Michigawn s bombed out, bummeed out, or bankrupt. tt ma Y
well be finished as the automotive capital of the western hemdisphere.

(know you'd Like to move to Charlotte. (t's a thriving place with plenty
of opportunity in real estate, but it's not much of a manufacturing mee-
ea. And what do You do with Your 25,000-square foot plant in Madison
Heights that nobody wants to pay anything for? You could try to rent it
out, perhaps, but ( dowbt you could cover the mortgage payments.

unfortunately, Jack, this automotive transition period wil be continu-
ing for awhile. The strange thing is that the U.S. is still the place to be
to make key automotive components and do assembly. why else would
Hyundai anod BMw and Mercedes all build new plants here Lately
with Seimens and Bosch and all the top Japanese component makers
followiing them. here? Got to be in the States because the dough is here.
Eighteen, nineteen million units a year, year afeer year. Remarkably
consistent demand, but GM and Ford are so serewed up, and the UAW
seemingly straightjacketed by weak, Leadership and dazed and angry
members that the free fall continues unabated. Don't you wish that Rick
wagoner, Billy Ford and Ron Gettelfinger would stop posing and talke
straight to their stockholders and members (and to each other), admit
that the car business as we have knoww it in Detroit for forty years is
over, and try to figure out what can be salvaged.

My suggestion to them would be, get all the major players, including
Deiter Zettsche from Paimler and Steve Miller of Delphi into a couple
of Navigators and drive up to Mackinac in January for a long retreat.
Make it a camp David for car guys. Have them chop wood and take
walks together. No press, no cell phones, but invite a stamper and a guy
with a serew shop in Livonia to kibbutz over cider. can they do worse
than what they're doing now?

13




_ack, as much as (wish it wasn't so, | think the auto business that we have known all our Lives
is virtually finished in Detroit. We'll see the patient writhing in pain for the next tew years, but
after the impending GM and Ford bankrupteies or buyouts, the people who will run the North
Awmerican car business probably will be based in Charlotte or San Antonio or Nashville, closer to
thelr new non-union parts and assembLg plants and the non-wnion mini-mills, which will make
the steel. Anad pretty soon the new carbon composite makers will replace the sheet steel companies.

The real money in car parts in the next decade will be made in chips and controls and batteries.
The big old Delphi factories in Payton and Kokowmo are smoldering corpses already.

SoJack, how are You and ( going to play this transition? One option is to sell out now, take
what You can get, dump the big house in Rochester Hills, and buy a condo in another area that the
housing bubble ignored, Like Sioux City, lowa or Statesville, North Carolinag. t kinow this would be
tough, because your kids are Living in Ann Arbor and Chicago. You also could tough it out in the
automotive business, and 'm sure Yyow'll eke through because You are resourceful and very good
at what You do. Another thought is to dramatically reduce Your Detroit-oriented job shop exposure,
and use Your expertise in a more productive area. Let the UAW and GM ravage each other. Keep
Your toes, maybe Your ankles, in automotive, but diversify the rest. You don't have to do what
you've always done. You may have to find a Lot of new people who are ambitious and energetic. |
know it's hard. Goodbyes are so tough.

Give my love to Sue and the boys. Hope 2006 will be a healthy and productive year for you.

sivwereLH, LLogd

big parts.

(And 122,556 smaller item numbers too)
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DETROIT AUTOMATIC TOOLING

The world's largest stock of threading equipment.
tel: (800)328-6424 fax: (888)942-2740 www.detroitautomatic.com

DAT. We got that.




swarf

The sands are shifting in the CNC Swiss world
as we move into 2006. Marubeni-Citizen has
closed on buying Brookdale Associates, its
longtime dealer in Massachusetts. The deal
gives Brookdale’s owner, Jim Sasanecki, an

exit strategy, and Citizen gets Brookdale’s Cool
Blaster high-pressure pump to sell. Brookdale
has a tooling capability, which will also enhance
the Citizen line.

On another front, we hear that Jane Haley
and Gosinger may be taking over the Nomura
franchise in North America. Nomura is well
regarded around the world, but a non-factor
in the American market. The Haley network
sells Citizen and Star in some of its distributor-
ships, so they know the territory. Their Maxim

business sells Euroturn multis. ZPS, which
builds the Euroturn in the Czech Republic, will
be coming out with a Manhurin Swiss-type
sometime soon, but evidently the Haley’s see
more potential in Nomura.

We hear that Ganesh of Chatsworth, Cali-
fornia, is quickly making a splash with their
competitively priced 32mm lathe, which com-
petes with the Swiss-type machines but has
no bushing. We hear that they have sold more
than fifteen right out of the chute. Miyano has
also introduced a similar style of machine. The
market has a keen interest in this approach. It
will be interesting to see if other major builders
attack the lucrative Swiss CNC niche with this
style of machine tool.




TSUGAMI

The Perfect Combination
Speed & Power!

Tsugami machines produce the most
consistent parts because their design is
a step above the competition. Durable,
accurate, and rugged top-to-bottom,
with a bar capacity range of 7 to 38mm,
Tsugami produces the broadest range in the industry. The
BW12 features a 3-path system, 7-axis control, and features 944 ipm rapid traverse
rates. The BN20 features independent control of the front and back tool post, 8,000

rpm main and subspindle, and can remove metal in six axis. For more information,
visit Tsugami on the web @ tsugamiusa.com.

800-808-1020 @UGAM| 860-653-0071

REM SALES
www.tsugamiusa.com




Out in Denver, Tom McBride is quietly build-
ing the KSI business. He has his own Korean
plant, where most of the KSI machine is made,
and he finishes, tests, and tools the machines
in Colorado. He has taken on a daunting task,
but he really understands the business, having
run the machines in his own shop for many
years. By controlling the production, he feels he
can really grow the company now.

Alan Greenspan leaves his job as head of the
Federal Reserve in February. It is easy to criticize
the man for being fallible, but he really has done
an excellent job of stewarding the economy
though thick and thin. Too bad GM and Ford
did not have a Greenspan during these twenty
years of evaporation.

The Fed has power, but its greatest strength
is that people believe it is almighty. Wall Street
sees Greenspan as a god and the Fed as om-
nipotent. Each tweak is magnified. Every inscru-
table utterance is parsed for hints. Greenspan
plays the media like Yo Yo Ma on the cello. We
have to hope that Ben Bernanke, the new Fed
chief, has perfect pitch like Good Old Al.

The economy is always hard to figure out,
and the beginning of 2006 is no exception.
Inflation is tame despite oil at $60 for crude.
Christmas at this juncture looks good for
merchants. Homes are selling, but speculative
buying has cooled. The ten-year Treasury bond
stays around 4.5 percent, which is almost the
same as short-term rates. This squeezes the
banks, but is not bad for business or getting a
mortgage. The dollar is strong against the yen
and the euro, which is anti-inflationary.

The aberration is the price of gold, which is
near $500 per ounce, the highest in many years.
Gold is thought to be an inflation indicator, but
where is the inflation. Perhaps it is reflecting
fear of future deficits or dollar weakness, but

January 2006

the other indicators point toward a soft landing.

My guesses are that gold may just be an
anomaly pushed by gold geeks, or that prosper-
ity in China and India is propelling the price.
The Indians, especially, love the metal, so
increasing wealth there is pushing demand.
Capacity has not grown much in recent years,
so for the moment, gold is hot.

On November 15th and 16, 2005, Hoff-Hilk
Auctioneers sold the assets of Northwest
Automatic in Minneapolis. This was one of

the biggest multi shops in the Twin Cities. The
sale was conducted entirely on the web, with
5,000 lots sold in two days. The sale confirmed
the weakness in the National Acme market,
particularly six-spindle machines. 1-1/4” RA-6
machines sold in the $5,000 range, except

for machines with both threading and pickup,
which fetched $20,000. The only Acmes which
brought significant money were 2” RB-8’s, built
in 1980 with threading and pickup, which net-
ted around $60,000 each.

Jill Sevelow, Noah Graff and | attended the
Nieman Conference in Boston December 2-4th.
This is a writer’s get together sponsored by
Harvard, which brought together 1,000 journal-
ists from all over the country. It was a great
event for hearing ideas from the best people in
the field and for finding great freelance writers
for Today’s Machining World.

Many writers were amazed that we brought
three people from Chicago to Boston to recruit
writers for a Business-to-Business publication.
So many B-to-B’s have given up journalism for
advertorials in recent years that writers were
shocked and perplexed that we were serious
about finding and paying for great writing.

I’'m confident you will be seeing the fruits of
our talent search in the coming issues. )
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Schiitte MSA :: A step ahead
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Our CNC Multispindles have the quickest indexing
time, most horsepower, most rigidity, giving
YOU the Fastest Possible Cycle Times!

26mm -
36mm -
36mm -
5Tmm -
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A Schutte exclusive...
two operator friendly 5 I z n z 82.3600

programming optiens. Fax: 517.782.3363
SCHUTTE MSA, L.L.C.
4055 Morrill Road
Jackson, Ml 49201
sales@schuttemsa.com

Learn more about Schutte technology at www.schuttemsa.com




book review

By Noah Graff

Real Money by Jim Cramer

Jim Cramer, CNBC television star and former hedge fund manager, who has made
tens of millions of dollars for himself and hundreds of millions for his clients,
begins Real Money: Sane Investing in an Insane World explaining why investing in

stocks is vital to our lives. He believes that owning stocks is essential to prepare
for retirement because in the last 25 years, stocks have outperformed all other
forms of investment. He also believes that most people can't lead the life-style
they truly want and deserve surviving solely on a paycheck, so they should spend
some short-term investment gains to enhance their present living standard.

Most financial advisors claim that the com-
mon person cannot beat the market manag-
ing their money on their own. They prescribe
investing in indexes or mutual funds, or con-
sulting professional financial advisors. Cram-
er argues that hiring other people to manage
your money often does not lead to financial
prosperity because the “professional” money
managers have their own selfish agendas, like
charging more commission or boosting their
own positions, which conflict with their sup-
posed job of making you money. He argues,
who better to manage your money than you?
You know what you want, and nobody cares
more about your money than you.

Traditional stock investing subscribes to
the “buy and hold” philosophy; find the next
“up and comer” like Google, or invest in an
old-fashioned blue chip like General Electric
or Exxon, and then “buy and hold.” Cramer
discounts this philosophy, although he does
encourage patience in investing. His mantra
is “buy and homework” rather than “buy and
hold,” because “bulls make money, bears
make money, but hogs get slaughtered.” He
says you should spend one hour per week
keeping track of each stock you own; you have
to spend the same amount of time tracking
your stocks that you spend tracking your local
sports teams. Homework consists of pay-
ing attention to fundamentals like price to
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earnings ratio, balance sheets, portfolio
diversification, and how companies’
activities correlate with current events.
The great thing about Real Money is
that it explains what those concepts
mean, and how to execute them. Unlike
many investment “experts,” Cramer rec-
ognizes that sometimes stocks rise and
fall despite the fundamentals; instead
moving because of sheer Wall Street
hype or panicky traders. A shrewd
investor can take advantage of that.
What makes the book truly unique is
its Wall Street insider secrets. Cramer
explains that when the majority of the
“analysts” say that a stock is a sell, it
is sometimes the best time to buy, and
vice versa. The analysts want you to buy
stocks which the giant financial firms they
work for (like Goldman Sachs) already
have large positions in, or they may tell
you to sell because they want the price of a
stock to go down so their firm can buy it at
a cheaper price. Cramer worked for Goldman
Sachs and knows all the major players on Wall
Street, so he helps level the playing field be-
tween the powerful investment firms and you
and me, whom he calls “Home Gamers.”
Whether you're a veteran investor or just a
beginner, this book is a great education and
will help make you some real money.

Who better
to manage your
money than you?

You know what you

want, and nobody
cares more about
your money

than you.
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Motion Control

THK America, Inc., has announced a new generation of complete

ChUCk |t Out motion control packages by forming a strategic alliance with

Yaskawa Electric. This integrated motion control solution provides
Genevieve Swiss Industries has introduced performance and value for the North American factory automation
a Swiss-Made floating reamer chuck for marketplace.

Swiss Type lathes that is capable of .009”
of true orbital float. It floats in angular di-
rections like typical floating chucks, but can
also move parallel off center up to .009”.

Small enough to fit into Swiss Type
lathes, the reamer chuck can be used in
live tool spindles as well as static ID posi-
tions to ensure accuracy of small holes.
The unique design prevents reamers from
breaking by aligning the tool with the
drilled hole. Parallel float prevents holes
from “bell mouthing.” Unique bearing
design ensures that the reamer always
returns to center. Available in either ER-8
or ER-11 collet sizes, the floating chucks
can assist in solving problems with micro
reamers. Shank sizes are available in 8, 10,
20, 22mm as well as ¥4” and 1” sizes.
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For more information, please contact Genevieve Swiss In- s
dustries, Inc. at 413-562-4800, or visit the company website THK’s new VLA Actuators have fewer components and a lower

at www.genswiss.com. overall cost. VLA's incorporation of patented Caged Technology, a
QZ Lubricator, and electro-mechanical components ensure long
life, as well as smooth and quiet operation. VLAs are available in
slide and cylinder types replacing pneumatic cylinders in many
applications.

For more information please contact THK America, Inc. at 800-763-5459.
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fresh stuft

Goodness Seiki

Mitsui Seiki USA has announced the availability of an Ad-
vanced Dynamic 5-Axis Fixture Offset function on its Fanuc
controlled 5-axis CNC machining centers. This feature allows
tremendous versatility and reduced part changeover for high-
precision 4- and 5-axis simultaneous machining in addition to
5-sided and polyhedral machining.

One of Mitsui Seiki’s newest machines, the Vertex 550-5X,
5-axis vertical machining center is equipped standard with the
new Fanuc 3li control. The Advanced Dynamic 5-Axis Fixture
Offset function incorporated in the control is exclusive only to
Mitsui Seiki.

The standard Fanuc controls have a “rotary table dynamic
fixture offset” function, which calculates the vector for the
destination of the rotary axis command and offsets the X-, Y-
and Z-axis destination accordingly. This scheme is suitable for
5-sided machining and only works when the centerline of the
rotary axes intersect at right angles.

The advanced Mitsui Seiki Dynamic 5-Axis Fixture Offset
function continuously calculates the offset vector for current
position and offsets X-, Y- and Z-axis position accordingly in
real time. The machine can be used for 4- and 5-axis simulta-
neous machining.

For more information, contact Mitsui Seiki USA, Inc. 201-337-1300 or visit the
company website at www.mitsuiseiki.com.

January 2006

Uno Dos Tres Quadro

BIG Kaiser Precision Tooling
\ s introduced the Quadro
15 PLUS for cutting steel, cast
iron and other non-ferrous
| Us. The Quadro 15 PLUS
requires less cutting force and
i ing feeds and speeds

its ultra-rigid design.
Quadro 15 PLUS can achieve

juality of H7 or better.
Quadro 15 PLUS delivers a sur-

ish of Ra 0.8 1 (32rms).
| 5 Futura Nano Top TiAIN
Coating optimizes chip evacua-
tion, increases wear resistance

ults in longer tool life.

These carbide drills are made

tra fine grain carbide
and available in diameters from
Amm (157”) to 20mm (.787")
I jard length of 6 times

ar with coolant through.
| n the highly successful
Quadro Plus drill geometry of
Sphinx, the new 15 degree helix
angle makes them suitable for
drilling long chipping materials
like steel as well as cast iron.

For more information please contact BIG
Kaiser at 847-228-7660 or visit the company
website at www.bigkaiser.com.
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Headed Hone

Sunnen Products Company has introduced a new SV-10 Vertical
Honing machine, which has two motors, one for the spindle
and one for the stroker. It has the capacity to run traditional
tools, as well as Sunnen’s new DH-series diamond hone head,
which offers 16 points of cutting action.

The patented full bore profile display projects a real-time
graphical display of the bore cross section. A zoom feature
maximizes the bore view, and, during the cycle, the SV-10 lets
the operator dwell the honing tool anywhere throughout the
bore. The system is ideal for precision honing of .750 to 8 on.
(19-203 mm) bores in applications.

For more information, please contact Sunnen Products Company at 800-772-2878 or
visit the company website at www.sunnen.com.

Grippin’

REGO-FIX recently introduced
its new line of powRgrip exten-
sions, specifically designed for
high-speed machining applica-
tions. The powRgrip extensions
are available in 120mm, 160mm
and 200mm, offering both flex-
ibility and versatility.

The powRgrip extensions are
compatible with REGO-FIX’s
PG 15 and PG 25 series holders
that offer PG 10 and PG 15
outputs, allowing use of tools
ranging from 2mm to 3/8”.

The extensions are capable of
reaching into deep cavities and
machining challenging areas
without compromising part ac-
curacy or part repeatability. Like
all powRgrip toolholders, powR-
grip extensions are balanced by
design, reducing wear and tear
on the machine spindle.
powRgrip is a high perfor-
mance tool holding system that
replaces conventional systems,
such as hydraulic holders or
shrink fit holders, and includes
a holder, collet and mini-press
that generate six tons of force.
Swiss precision grinding of
all powRgrip components
guarantee a low TIR of less than
0.0001”, which results in longer
tool life and better parts and
surface finish.

For more information please call 1-800-
REGO-FIX or visit the company’s website at
www.rego-fix.com.
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fresh stuff

Newly Wedded

Marubeni Citizen-Cincom has
announced the acquisition of
Brookdale Associates. This ac-
quisition will be a joint venture
with Citizen Machinery Co. Ltd.
and Marubeni Corporation.
Brookdale Associates has been
a leading distributor for Maru-
beni Citizen-Cincom (MCC) for
more than 20 years. With the
cooperation of the MCC Tech
Center, they have developed
many tooling accessories,
including the Cool Blaster high
pressure pumps, which have
made Cincom products more
productive.

January 2006

The new company will
be called Citizen Machinery
America Inc. (CMA), will
occupy the same Brookdale
facility and will continue to
operate with the same sales,
service and engineering
personnel, providing continued
service to the New England
customers on Citizen, Wasino
and Eurotech products.

For more information about Marubeni Citi-
zen-Cincom please go to www.marucit.com.

Clamp Down

Hydramax Workholding Systems has introduced a new line
of quick-change jaws that will fit most milling machine vises.
Dubbed the “FastBack,” the system uses a unique, patent
pending, attachment bolt to fasten the jaws from the back
of the vise. Jaw changes are said to take 30 seconds or less.
The jaws are available in hardened and ground steel or 6061
aluminum and come with all hardware and wrenches.
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For more information, please contact Loren Morse at Hydramax Workholding
Systems/Cambridge Precision at 503-624-1937 or visit the company website
at www.hydramax.com.
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Gene Haas, the 52-year old owner
and founder of Haas Automation, does

not do Interviews, but he made an exception
for Today’s Machining World.

Lloyd and Noah Graff talked shop with him at his Oxnard, California headquarters on October 21st, 2005.

Photos courtesy of Haas Automation unless otherwise noted.
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Gene, how did you get into this business?

When | was in high school | worked in a machine
shop. | started out sweeping floors. This is before
child labor laws I guess; | was only 13 or 14 years
old.

Did you take engineering in college?

I went into engineering when | first got to Califor-
nia State University of Northridge. | was in engineer-
ing for two years until 1972, around the time Lock-
heed almost went bankrupt. It seemed like maybe
engineering wasn’t the degree to be in, so | switched
over to business.

Where did you go from there?

They did placement at college, and after I got my
degree they found me a job. It was going to pay some-
thing like $720 a month. | was making $300 or $400
a week as a machinist, so I just went back to working
at a machine shop.

I actually had a job for six months as a program-
mer at Seaton Wilson, and | was programming the
old fashion way — this is even before computer sys-
tems came along. It was at one of those fundamental
turning points in the whole industry. When 1 started
learning how to make parts in the machine shop, |
ran a Hardinge Chucker and a Logan lathe, which
were manual machines, and |1 was making parts one
at a time. You put stock in the collet, and you feed
the thing; you turn that diameter and then go to an-
other dimension and put a groove in — that's how
parts were made. | was probably in my 20s doing all
this and going to college and found it wasn’t easy to
get a job. Around 1976, | decided to get a job using
numerical controls.

That was the tipping point?

Right, I went to Seaton & Wilson as a programmer,
and they had a TBI, Tomlinson Brother’s chucker with
5T controls and an LED display. | had two or three
years making things manually on a Hardinge chuck-
er, and | started working on this TBI chucker, which
was an NC, and pretty primitive by today’s standards,
but I caught on real quick. “Let’s see, if | put these
parts in a collet and do it one at a time, | can sit there
at $6.50 an hour, which was the shop rate at that time,

and make $20 an hour.” | started working on the NC
and thought, “Shit, parts that would take me maybe
20 minutes to make, I could make in a minute.” It
didn’t take very long to do the math there. | sold my
Porsche and bought a TBI chucker in 1978 for around
$50,000. | started making parts and was competing
against all these manual-type machines. The shop
rate at that time was probably $20 an hour. | got a
TBI chucker, and suddenly that $20 an hour shop rate
turned into $60, $70 an hour.

So all of sudden you were coining money.

It was very lucrative. | will be honest with you; in
1980 or so | was probably lucky if my whole business,
Pro Turn, did $100,000 a year, which doesn't sound
like a lot to run a whole business on, but for a kid who
probably would have been making $20,000 a year at a
regular job, making $50,000 a year at a machine shop
was pretty good.

And then?

Well, 1 was making parts, and this whole new wave
of NC machines was coming along. One of the things
that | needed was an indexer to index some parts on a
mill I had bought. I was using the old Erickson pneu-
matic indexers, and they were a disaster. | wanted to
make something that was a little smaller, a better one,
and that's what | made. We went to Westec around
1983 and got a pretty good response. People liked the
way it looked. It was small. It was programmable. It
was different. We just started making them, and |
never looked back. We had a lot of competition. The
Japanese copied us, and you know how the Japanese
are; they’re always trying to undermine you.

So around that time did you meet your neighbors, the
guys from Fadal?

They were in North Hollywood, and | was in the Sun
Valley area, so we were probably about 20 miles apart.
Yes, | did meet them when they wanted to buy a rotary
table from us. They used it and didn’t like it too much.
It wasn't a really good design, and it didn't work too
well for them. But | was making rotary tables, and
they were making their mills. I actually ended up buy-
ing one of their mills, and it was okay. Then a couple
years later we decided — Oh what the heck, let’s just try
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making a mill, something to put the rotary tables on,
because it was so hard to interface the rotary to other
people’s mills.

You had to be aware that Fadal was selling quite a few too.

I knew they were selling a little bit. But thinking
back on it, I really didn’t look at Fadal that much. | was
looking more at what | wanted to build. | was always
building stuff like rotary tables.

The folklore is that you saw what Fadal was doing and
felt that you could do it better. Is that not true?

That is not true. | never really looked at Fadal stuff
that much.

So by '88 did you have the core of your organization
together?
We did. Itwas actually a pretty tight group of people.

January 2006

The VF-1, or Very First One.

When we first started out, we were in a small building
with just 10 or 15 people. By 1988, there were about
100 of us, and some of those people are still here.

As you look back, where was the real tipping point, the
real accelerating moment that developed the vertical
machining center and your business?

Well, I don’t think there was ever a tipping point. It
seemed like we were always behind the eight ball as
far as competition. Everybody was always coming up
with better designs and better pricing, and it meant
constantly trying to keep up with everybody else.

Weren't you setting the pace on pricing?

We might have had a couple years lead there. But,
as soon as the people started seeing us sell our little
VF1 for $49,000, things heated up. | would say by
1992 there were ten competitors doing that.

27



28

I heard VF1 stands for Very First One.

That's exactly what it stands for, the Very First One.
It was very fast paced. We were always growing, mov-
ing forward, really didn’t pay a lot of attention to the
details. The advantage for us was if we had an order,
we had to be able to ship something in 30 days.

Gene, what is a Haas machine in your mind? How
would you define the kind of machine that you make?
It is a rugged, simple, easy to repair machine.

I think that says a lot.

Yes. Every nation or machine tool building country
has its own parameters. The Germans always pride
themselves on building machines of super accuracy,
hand scraping every single part. They build it like a
Swiss watch. Then you have the Japanese, who basi-
cally copy everything. | think they are really great at
execution but lack vision. They don’'t seem to know
what the heck to build. The Taiwanese just copy what

the Japanese do, and the Chinese just do it as cheap
as they can. Then you have the Koreans, who want to
be as good as the Japanese for a little less money. And
then you have the Americans, who really know how
to build machine tools, but always have had problems
with labor.

So when did you feel that you had outgrown the
Chatsworth Plant?

Back around 1992, the first Flexible Machining Sys-
tems really started coming out. There were FMS’s
before that with the pallet changers. But they were re-
ally expensive ones, and around that time the FMS’s
started to become very popular.

Explain FMS.

Flexible Machining Centers for systems. Instead
of just having a horizontal or vertical with a pallet
changer, you suddenly had an AGB, or Automatic
Guided Vehicle, that would go and get the pallets and
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put them in the machine for unattended machining.
Those machines were just coming into focus in the
early ‘90s. Bob Murray and | went to a show and saw
one of those and thought, “Shit, that is what we want.
That works.” So we bought one of the first ones. We
bought it from Hitachi and installed it, and that really
upped our production.

So you took a machine that was built for automotive’s
heavy volumes and saw the application in a machine tool?

Yes, while most of our competitors were still build-
ing things by hand, we would get a customer’s ma-
chine out in under a month.

Did you take a big gulp after the bubble burst in 20017

When our business dropped from selling 300 ma-
chines a month down to like 200, we cut prices. We
realized that the prices we were getting weren't realis-
tic to what people wanted.

I read that the overseas markets are really accelerating
for you now.

They are getting bigger. | don’t think they are ac-
celerating, but that's where most of the manufac-
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turing is going. Less than 15% of our stock goes
overseas. It takes time to establish distribution,
name brand identity. | think we are finally being
recognized in the United States as a serious play-
er. | think it has only been in the last five years.
People don’t take machine tool builders seriously
unless you've been around for 20 years; that’s just
the way it is.

Do you look at China as a big market?

It's a complex market that | don’t think Americans
really understand. | think the Chinese will under-
stand the American markets long before we will un-
derstand their markets. But at the same time we are
using them to produce a lot of the products we want.
The really ingenious manufacturers realize that Chi-
na is more of a help than a threat, because they have
tremendous amounts of labor and are willing to work
inexpensively. | think if a manufacturer doesn’t uti-
lize that, he is foolish.

Tell me the concept behind the Haas Factory Outlet.
You can walk into one dealer who has a very nice
showroom and another where the guy is working out
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of the back of a warehouse. | think basic Business
101 tells you that that is just not the way to sell stuff.
If McDonalds' were filthy dirty nobody would buy a
hamburger there. We made dealers have service tech-
nicians. That was a big thing too; most sales organiza-
tions only focused on sales.

I think it is absolutely brilliant. Your technicians become
your sales people.
Right.

And your sales people become your technicians.

I think one of the secrets to machine tools is ser-
vicing the stuff. | think a lot of our competitors have
just missed that whole service attitude. The ma-
chines are so complex today you can’t fix them your-
self. You need someone to come out and fix them for
you. If you can fix a washing machine, you can fix a
machine tool.

It seems like the whole thing is modeled after the Maytag
repairman.

Yes, pretty much. Like | said, it's a pretty simple
business model. It has been around in other consum-
er products for years. We just applied it.

And interchangeability too, which you have built into
your machines.

You're making this part here; if you can apply that part
to another machine, why redesign a whole new part?

So much has been said about the “demise” of American
manufacturing. Everything that you have done over the
last 20 years debunks that myth.

Oh | don't think so. Back in the 1970s, there was
something like 25% of the population involved in
manufacturing. Today you will find it is less than
15%. You can't go to a high school today and say,
“How many people want to work in a machine shop?”
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I don’t think you would have anybody put his hand
in the air. Nobody wants to work in the old machine
shops of the ‘60s where you have Acme-Gridleys that
just deafen your ears. They don’t want to do ho-hum
work; they want to do something interesting.

Is your interest in NASCAR an economic decision, a fun
decision or a combination of the two?

Surprisingly, it helps us sell machine tools, because
people look up to companies involved in sports. Ma-
chine parts are pretty dry. You're just selling nuts
and bolts. NASCAR is a venture into the entertain-
ment world.

Do you put a lot of thought into the design of your ma-
chines?

Absolutely. A machine tool has to look right, feel
right to be right. People don’'t buy machine tools that
don’t look like machine tools.

How do you determine what people are going to buy?

I build what I would want to buy. I really do spend
like 20 hours a day thinking about the next thing to
build. 1 spend most of my time thinking about it,
and then a very small amount of time actually telling
people what to do.

How about asking your clients?

I have a little different philosophy on that. We've
built machines that people said they wanted, and they
are always dismal. The worst one to build is what a
salesman wants. Oh, my God. A salesman will always
want you to basically build the machine just like the
last one he sold because that is what he sold, but that
doesn’t necessarily mean it is going to be a successful
machine. A customer has his point of view of, “Well,
I want something that anybody can run. | want some-
thing simple, or | want something cheap.” Honestly, a
lot of our products, our models that we come up with
are dogs. It is not uncommon for us to build a whole
model and say, “Well, that thing turned out to be a
dog. Get rid of it.” And we do.

I'm curious, have you looked at going into a sliding head
stock machine?
I honestly believe that the future of manufacturing
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is the less expensive machines. We see it in Mexico
and India. Our guys just came back from India, and
those are huge markets. Those kinds of machines are
probably necessary for a lot of stuff like bone screw
manufacturing. We actually have a couple Swiss
machines here making our draw bars. But we really
see the future in stuff that we can build and sell for
under $50,000. That's where we put our focus. We
build about 1,000 machines a month with about 1,200
employees.

Let’s say it is October 21, 2008, and you are looking back
over the past three years. What would have to happen
for you personally and professionally for you to be happy
about your progress?

Nothing, actually. I'm happy now. | think the ma-
chining business is doing well. When you look back
at things like Sony; remember the Walkman 10 or 15
years ago? Everybody had to have a Sony Walkman to
put your little cassette in. Well, that is gone. Remem-
ber TVs with tubes? Five years from now, nobody will
buy a TV with a tube. But you want to know some-
thing? | guarantee you five years from now, people
will still be putting a hard tool against a soft material
and ripping it apart, and that is what machines tools
are; you just rip the stuff off. For 150 years that is
what we’ve been doing in the machine tool business.
I don’t think it is going to change too much in the next
five years.

What car do you drive?

I have three of them; a little Chrysler Crossfire,
which is an absolute blast to drive. It is a six-speed
convertible. It's like an old speedster. | have a Toy-
ota truck for hauling crap around, and then | have a
Hummer H2. 1 also have a Ferrari. The car I'm try-
ing to get is one of the Ford GTs.

If you could be any machine what would you be?
I’d be a beer dispenser.

Why?
Sitting around having a beer with your friends is
about the best you can get. 0
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4235 West 166th Street « Oak Forest, IL 60452 « (South suburb of Chicago)
Telephone: (708) 535-2200 = Fax: (708) 535-0103 <« Email: info@graffpinkert.com

Visit our web site: www.GraffPinkert.com .
Ask for in-house Parts expert

Serviceman available with machine purchase. Cathy Heller

All machines can be equipped with threading, Phone: (708) 535-2200

pickoff, thread chasing. As you want it. Fax: (708) 535-0670
Email: parts@graffpinkert.com



Our machines are new and

they’re built starting from old, top quali-
ty machines casting designed by the
most famous European multi spindle
brands.

Drum and drum-housing geometries are
brought back to the original accuracy
standards thanks to the best Swiss opti-
cal grinders in the world called SIP
Genevoise.

All mechanical motion parts and gears
are replaced by brush-less motors made
by Fanuc so that the machines functions
like spindle speed, feeds, tapping opera-
tions, back finishing operations, they can
be controlled via keyboard, if necessary
CNC units can be fitted and your parts
can be tooled up by us before delivery.
Thanks to our agreement with Autoturn
Co. and my personal friendship with the
company owner, you can totally trust in
a fast spare parts and accessories supply-
ing that are always ready in stock. The
service and warranty are given as per
new machines.

R W

SPECIALIZING IN NEW MULTISPINDLE PARTS, TOOLING,
ATTACHMENTS, & MACHINES

22843 HOOVER RD.
WARREN M, 48089

WWW.AUTOTURN.BIZ 586.758.1050 FAX 586.758.1377

SALES@AUTOTURN.BIZ
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A view inside a Mobile Parts Hospital stationed in Irag.

By John Grossmann

20,000 Parts & Counting

“Let’s face it, once you’ve drilled a hole, it’s pretty much the same, no matter
what the finished product is,” says 42-year-old Kevin Green, who counts his
years operating all manner of machine tools by noting the age of his eldest
daughter, who’s now 22. “It’s the working environment that | never imagined in

my wildest dreams.”

At Camp Arifjan in Kuwait, outside his win-
dowless, “aggressively air conditioned” Mobile
Parts Hospital workspace, the temperature one
day reached 150 degrees Fahrenheit. Sand-
storms often blocked out the sun. It rained
once during his first three-month stay, during
which he lived in a “tent city” with the soldiers.
In Afghanistan, a later generation of MPH
offered a small window, but more restrictions
outside. Green didn’t dare stretch his legs with
a bit of a walk around Bagram Air Force Base.
Sited on a former Russian encampment, the
base remains rife with active mines. He had
little time for relaxation, anyway. In Afghanistan
Green worked seven days a week — four months

Photos courtesy of TARDEC
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without a day off. But if the work environ-
ments were harsh, his long hours could
not have been more rewarding.

“I’'m very passionate about this project,”
he said recently, back at his desk in Detroit,
where he’s a production support engineer
at Focus: Hope Manufacturing, which
provides stateside backup for the Army’s
current trio of overseas Mobile Parts Hospi-
tals. [see sidebar] Green helped prototype the
MPH module and eagerly signed on to help
see the concept become reality, becoming
the first hands-on operator in October 2003
of the maiden unit deployed in Kuwait. He
returned to Kuwait in May 2004 for a second

note:

In the fall of 2003, we as-
signed John Grossmann to
report on the Army’s innova-
tive Mobile Parts Hospital, a
compact, mini-manufacturing
M*A*S*H unit that had just
arrived at Camp Arifjan in Kuwait
to support the troops in Iraqg. The
world’s first mobile Rapid Manu-
facturing System emerged from a
four-year, $20 million R&D effort
at TARDEC, the U.S. Army’s Tank
Automotive Research, Development
and Engineering Center at its National
Automotive Center in Warren, Michi-
gan. The 8-foot by 8-foot by 20-foot
long module contained a Mazak
100-SY multi-tasking turning center,
a chest for tools (in addition to
the Mazak’s preloaded 21), and
operator’s workstation.
The first to operate the uniquely
housed Mazak on foreign soil
was a lifelong machinist, a civil-
ian from Detroit named Kevin
Green. This past October Green
returned from his third such
overseas rotation. This posting
took him to Bagram Air Force
Base in Afghanistan, site of
the military’s most recently
deployed MPH unit. A
third Mobile Parts Hos-
pital serves the troops
at Camp Anaconda

in Irag.

35



36

Top Left: Kevin Green
programming the
controller of the Mazak
machining center to
fabricate a part.

Top Center: Kevin
Green handing off a
part to a soldier.

Top Right: Close up
of the antenna mount
bracket attached to

a vehicle, one of the
many parts the MPH
provides.

three-month stint, this time as site coordina-
tor, overseeing the machining work instead
of manning its versatile Mazak multi-tasking
turning center.

While most of the jobs soon settled into the
MPH'’s intended bread and butter workload
— manufacturing replacement parts for military
vehicles — Green soon found himself undertak-
ing or supervising two other kinds of tasks.
The first: creating special tooling, for instance,
a wrench to remove a special kind of nut.

The second: addressing the less specific but
no less urgent requirements of the soldiers
who knocked on the door of the Mobile Parts
Hospital. One such sergeant’s request, for
an improved mounting system to attach his
Squad Assault Weapon to his Humvee (which
opened our original story in the January 2004
issue of TMW), was designed and manufac-
tured within five hours and attached to the
sergeant’s vehicle before he returned to duty
in Iraq the following day. The mount, Green
proudly announces today, worked so well that
the Army named it one of its top 10 inventions
of the year.

“We took something the military didn’t have
enough of in its system, made it better, and
have since manufactured hundreds of some-
thing the Army deemed was saving American
lives,” says Green, explaining the distinct
satisfaction of creating parts on demand
with the MPH. “Let’s put it this way. I've
been a manufacturing professional for a long
time. I've made a lot of different stuff. But to
actually build something and deliver it to the
person who's going to use it, and knowing
sometimes that your part may very well save
that person’s life, is a whole different matter

than turning out flywheels for some diesel
engine.”

“A lot of the problems we solve create a kind
of domino effect,” Green adds, explaining how
key fixes can often trigger sweeping improve-
ments. With a growing backlog of trucks to
repair, the maintenance facility at Camp Arifjan
needed to work round the clock, but couldn’t,
because too many of its telescoping lights
were broken. “How many more vehicles were
they able to fix because of the nine pulleys we
made for the lights?”

Early in 2005, Green was asked to head a
training program aimed at easing the transition
to an early goal of the Mobile Parts Hospital
initiative, staffing the units with military and
government personnel. Two soldiers and two
Department of Defense civilians spent eight
weeks with Green at Focus: Hope. The two
soldiers accompanied Green to Afghanistan in
late June to man the MPH unit that had just ar-
rived at Bagram Air Force Base, four months af-
ter a second MPH module set up shop in Irag.
Though both machinists, the soldiers faced a
steep learning curve. “The Army doesn’t have
the equivalent of the technology in the MPH,”
Green explains. “We equate it to one guy knows
how to fly a kite and the other guy knows how
to fly the Space Shuttle. We're calling them
both pilots because they both can fly.”

This helps explain Green’s 12-hour days and
7-day workweeks in Afghanistan. But only in
part. “Once the soldiers and receiving units
see the capabilities of the MPH system, we're
busy all the time,” he says. “That’s been true of
all three locations.” To date, even with two of
the units powering up only last year, Green es-
timates total production “approaching 20,000
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parts delivered to soldiers, probably 250 to 300
different parts, ranging in size from an eraser
to a basketball.

“The mission hasn’t changed,” Green
continues. “Design a mobile manufacturing
center that could make replacement parts for
military vehicles at or near the point of need.”
That's been accomplished, if not yet with
military personnel manning the units. Now a
secondary calling has arisen: trouble-shooting
parts that don’t yet exist, like creating a Hum-
vee weapons mounting system.

Many jobs start with an outstretched hand,
as did one last summer in Afghanistan. “We
have to get these antennas mounted on that
truck,” announced a sergeant one morning,
pointing over his shoulder. “Let’s take a look,”
said Green, reaching for the antennas and
conducting an on the spot “manufacturing
review meeting” with one of his military train-
ees. “We’'ll have you something after lunch,”
promised Green. And they did, producing in a
matter of hours, a single bracket that fit three
different antennas, effectively rescuing other-
wise inoperative new communications equip-
ment that arrived minus a means of attaching
them to a military Humvee. Some 1,200 have
by now been manufactured and pressed into
service. About six-dozen of them were made
in Afghanistan; the rest in the Agile Manufac-
turing Cell at Focus: Hope in Detroit.

Though Green says there are currently no

additional MPH units under construc-
tion, he expects more will be brought
into service — and not just in sup-
port of our troops. “It's a successful
program for the military,” he says,
“but I also think the technology will
expand into other fields. The same
type of technology that we use to
reverse engineer a vehicle part
could be used to make pros-
thetic devices, hip replacements,
things like that in the basement
of a hospital. | could envision
an MPH unit at a Nascar track
making parts for racecars on
site and on demand. | could
envision NASA having a
Mobile Parts Hospital, maybe
even on the Space Station.
I could see taking a unit to
some third world country
and doing some nation
building.”

Like the parts it so rapidly
manufactures, the potential
uses for the MPH may be

almost limitless. it

John Grossmann is a freelance writer
based in Mountain Lakes, NJ. He has also
written for Inc Magazine, Air/Space
Smithsonian and The New York Times
Magazine

Kevin Green receiving a congressional record for his contribution to the MPH program.
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“Detroit, we
need a part.”

Though currently scattered in three
different countries, the Mobile Parts
Hospitals have in common two kinds

of backup support in Detroit at a non-
profit organization called Focus: Hope.

Here, at the organization’s sprawling

headquarters in a former Ford Motor
Company engine plant, lie both the brains
and the brawn of the Army’s overseas
Rapid Manufacturing System.

A climate-controlled C3 unit, short for
Communications and Control Center,
houses the server database and a pair of
engineering workstations, both linked via
Internet connections with the deployed
MPH units. Should a requested part
already exist in the system (the original
inventory of 500 parts has nearly doubled),

the job proceeds as simply as calling it up
by number, noting the displayed tool list,
and following the onscreen instructions.
If the desired item isn’t among the
nearly 1,000 parts currently in the
system, then Detroit lends a hand. A C3
workstation engineer tracks down the
necessary CNC machine codes and 3-D
models and either transmits the infor-
mation to the MPH unit—or in some
cases, turns the job over to a so-

called Agile Manufacturing Cell also

housed at Focus: Hope. The Agile

Manufacturing Cell handles jobs too

big for the MPH. “They made a
12-inch flywheel for the Humvee,”
says Kevin Green. “We've got

a six-inch chuck. The largest

stock we carry in the field is six
inches.” The Agile Manufac-
turing Cell also gets pressed
into service for parts needed
by the hundreds that would
otherwise monopolize an
MPH’s Mazak.
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A continuing column in which we

ask smart people to discuss their

views on topics related to the I eXt
future of manufacturing.

In 2004,

employer health

In 10 years will DNA information of applicants

play a significant role in the hiring process in

ums in the U.S. the United States?
increased by 11.2

insurance premi-

The Americans with Disabilities Act and care is expected to expand over the next ten

percent - nearly four some state genetic privacy and dis- years. As such testing becomes more routine,
_ crimination laws already provide some it is likely that genetic test results will become
times the rate of limited protection relating to access a standard part of many people’s medical
) ) . to and use of genetic information in records. Employers in the future may have
inflation (National : o :
the workplace. However, this protec- access to a great deal of genetic information
. tion is incomplete, and employees about their workers or prospective workers,
Coalition on Health P POy : prosp o
are frequently asked to agree to the and in the absence of stronger legal prohibi-
Care). Many employers relgase of'mformatlon coptamed in tions, they will Ilkgly use it. Rising costs of
their medical records, which may health insurance in recent years have caused
are trying to combat include genetic test information more companies to be wary of employing
among other types of personal health  workers with higher health risks.
high costs by hiring data. Genetic testing for a number Jean E. McEwen, J.D., Ph.D., Program Director,
of common, complex disorders Ethical, Legal, and Social Implications Program,
applicants with less performed in the context of clinical National Human Genome Research Institute,
) National Institute of Health
health risks.

the faCtS' Some 1,100 DNA tests are
now available, which is double
You can do a DNA paternity that of five years ago. Laws
/ / {est for & lttle as $135.00 banning genetic discrimina-
[ in a period of three to five tion by employers are now
I days. in place in 33 states. 16
w / /' Paternity Testing Center of America States have IaWS that ban
/ / Toothbrushes, ear wax, hair employers from using ge-
/ | // roots, used tissues, dispos- netic tests; 18 states ban
/ /] able razors or other biologi- employers from request-
/ / cal specimens such as blood ing genetic information;
and saliva can be used to and 25 prohibit employers
examine DNA. f - x
Gene Tree DNA Testing Center o requ"mg genetlc
p tests.
\“——/‘/ www.law.com
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one on one

With Jake Grainger

Jake, What'’s cutting edge in technology today?

Cutting edge technology today would be CNC
controlled machine tools, particularly ones that
can execute their programs quickly and cut the
cycle times.

Can you give me an example of a machine that
you adapted and customized?

We’ve done more to our Davenports than any
other machine tool out there.

Where do you get your ideas?

| think a lot of my ideas are driven by problems
that occur repetitively in our facility. If you see
a reoccurring problem, human nature is to
just accept it and go on. It’s very difficult to
break out of that mold. We just do what we've
got to do.

Are there any inventions that you’ve come up
with that you're really proud of?

I’m not one to get in the limelight. We've
invented literally hundreds and hundreds of
things, but I think I’'m most proud of develop-
ing our own CNC controller that we use for our
machine tools.

Why don’t you sell your inventions?

We want to have things for ourselves, and have
what | would call an unfair advantage over our
competition.

If you could have a meeting with Gene Haas,
what would you tell him as far as building a
machine for you?

Well, I think Gene Haas has done a spectacu-
lar job. I've watched the development of that
company from the very beginning. I'd love to
tell Gene that | think he needs to go for the

high-performance end as well as the low-end.
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I think if he doesn’t participate in all facets of
the market, he’s likely to get squeezed out.

Why don’t you have any Haas machines?

They're just too slow. We have Fanuc Robo-
drills that run circles around the Haas.

Where do CNC Swiss machines fit into
your scheme of things running Daven-
ports and Brown and Sharpes?

They do a lot of things for us. They al-

low us to service the low-end prototype
end of our customers’ needs. And in
our size range, which is pretty much
3/4” and down, we have capability to
go from a handful of parts up through
continuous non-stop production.

If you had another job, what would
you do?

| probably would love to build machine
tools. I've always been fascinated

by them.

If you couldn’t do anything related to
mechanics?

I’d probably take up drinking.

What kind of car do you drive?

I have a Volvo S80 and a Mustang Cobra
that’s become the love of my life. There’s no
pretense about that car. You know, a Porsche
is a great car, but you know what the similar-
ity between a Porsche and a hemorrhoid is?
Eventually every asshole gets one.

If you could be any machine what would you be?

I'd be a Davenport. No hesitation.
With threading.

®

Jake Grainger started Al-
pha Grainger Mfg. Inc.,
in Franklin Massachusetts
in 1973. Over the years
he has developed count-
less innovations for his
machine tools, such as
putting Servos on Dav-
enports in the 1980’s
and redesigning the
clamping mechanisms

on Eubama machines.
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how It works [t

Left: This plastic cap and
metal screw will be ultra-
sonically welded together
for use in computers; the
machine can assemble
about 40 units per minute.

Assembly & Innovation

Making value-added a way of life

Innovation at Alpha Grainger Manufacturing, Inc., a Franklin, MA, screw machine . ,

o _ _ Alpha Grainger’s
house, isn’t just about servo controls, automatic assembly and fancy machine- _ )
- : in-house expertise
vision systems. All those technologies and more show up around the plant. But

company president Jake Grainger has found that just about anything can be fair improves produc-
game for improvement. tivity and creates

automatic assem-

Thinking outside the box box-in-box design lined with a plastic bag.
Take boxes, for instance. Filled with parts, they ~ The box is sized to make sure it won’t weigh bly and measure-
can be too h_ea}vy for ar_1 operator to lift eas!ly. too much when Ioaded_wnh _parts. .Dle-cut ment systems
They can spill in handling. They can break in slots in the flaps make it easier to lift and less
transit. likely to be dropped. When the box is closed for value-added
When Grainger noticed the problems, he set  and sealed for shipping, the flaps overlap fully, .
processing

out to improve the situation. The result? A cus-  making the box stronger.
tom-designed shipping box featuring a sturdy In the plant, boxes, bins and buckets of

Photos by Jean Butler
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Top: Alpha
Grainger uses
custom boxes
designed to be
small enough that
even fully loaded,
they meet the

company’s require-

ment that no one
should lift more
than 30 pounds.
The full-overlap
flaps feature
handhold slots to
make a secure grip
possible.

parts ride on custom-made carts designed to
keep containers at a convenient height
for handling.

After an employee was injured from lifting a
90-pound five-gallon bucket of parts, Grainger
changed to smaller buckets. The buckets
are color-keyed by department. With smaller
boxes, buckets and bins, no one in the plant
has to lift more than 30 pounds, says Grainger,
and he can’t remember the last time there was
a back injury.

The custom boxes undoubtedly cost more,
and so do the carts. But in the long run,
Grainger says it reduces costs by preventing
injuries and boosts productivity by making the
work easier.

Making it in Massachusetts
Successful operation of a manufacturing
business in the notoriously expensive state

of Massachusetts presents challenges that
the company meets by continually improving
productivity.

A self-professed “tinkerer,” Grainger has
educated himself in disciplines such as
mechanics, electronics, acoustics and control
systems. “Manufacturing is a continuing pro-
cess of solving problems all day long,” he says.
“Recognize [that] you have some problems.
Don't just fix it every time it breaks. Fix it so it
never breaks.”

His idea of fun is taking apart a new Dav-
enport screw machine and retrofitting it with
servo systems run by the latest electronics and
modifying it to make it run faster and better.
He built his first servo-controlled machine in
the mid-1980s and continues to explore new
ways of making the equipment more flexible,
efficient and dependable.

“Where competition sets the pricing,

Today’s Machining World



being more productive means making more
money,” says Grainger. He attributes Alpha
Grainger’s success to a spirit of innovation
that flourishes throughout the company, along
with a homegrown can-do attitude. To foster
creativity and innovation, Alpha Grainger gives
the individual department heads authority to
buy the equipment and supplies they need to
explore and evaluate new ideas. Some ideas
don’t work out, Grainger acknowledges, but a
lot of them do.

The other aspect of the profitability equation
is increasing revenue. In addition to fabricating
parts, the company also offers “value-added”
processes, such as assembly and 100 percent
inspection. Staff at the company, includ-
ing Jake Grainger and his brother Gary, vice
president, has developed the expertise needed
to build automated assembly and measure-
ment systems in-house. To support these and

Michael Bourget, Production Supervisor, demonstrates the multiple functions of a Grainger-designed
machine in Secondary Processing, where parts are loaded, transferred, milled, keyed and measured.
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other projects, the company has invested in
labs, and equipment such as wire electric
discharge machining (EDM) units.

“We see assembly as an extension of
doing secondary operations,” says Jake
Grainger. The company started offer-
ing assembly in the 1980s — simple
processes, such as putting snap
rings and a washer on a part or
assembling a lock washer onto an
unthreaded screw and then rolling
the threads.

The Grainger family
builds a business

Kitting: a simple

form of assembly

Some customers are willing to
pay to have parts kitted in plastic
bags. Alpha Grainger developed
an automatic kitting machine
that consists of four vibra-

Jake Grainger, president, and his brother
Gary Grainger, vice president, were

both in their early 20s when they started
Grainger Manufacturing (now Alpha
Grainger Manufacturing) in 1973 with
two Brown & Sharpe screw machines in
a 28-by-30-foot metal garage. Jake worked
full-time, and Gary part-time. From that
small beginning, they have grown the
company to 150 employees and filled

a 90,000-square-foot facility with row

upon row of screw machines.

In 1982, Jake and Gary Grainger
hired their father to be office man-
ager, which he continued to do until

last summer. Jake Grainger says they
have never encountered the kind of
conflicts many family businesses
experience, and he is grateful for
the opportunity to work with his
brother and father. “Working
with family is like a marriage.
If it's working, it's the best

way to live.”

Note: Perimeter safety panels were temporarily removed for photography.
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Top Left: Jake
Grainger oversees
an inspection
machine. Small
automotive parts
are mechanically
aligned and fed
through both me-
chanical and video

inspection stations;

a diverter mecha-
nism separates
good parts from
faulty parts.

Top Right: Jake
Grainger explains
that this machine,
which was built
and custom pro-
grammed for the
specifications of
this product, won
them the contract.

tory bowls, each fitted with an escapement
mechanism to feed parts one at a time. The
operator programs the machine’s controller for
the specific count of each part; two screws, two
nuts, four washers and two lock washers, for
example. Inductive proximity (“prox”) sensors
count each part as it drops to make sure the
correct number is included. Below the bowls,
an automatic bagger opens the plastic bag to
receive the parts, waits for the parts to drop

in, heat seals the bag and releases it to a

box below.

Capping screws for

computers: assembly

and inspection

A large computer company requires plastic
caps to be ultrasonically welded on screws

and the screw threads to be 100-percent
tested. Alpha Grainger’s assembly/inspection
machine feeds the screws and plastic caps into
an assembly station, ultrasonically welds the
parts together, then feeds the assembled screw
to an inspection station where a thread gage
rotates onto the screw threads the required
number of revolutions. Parts with bad threads
go into scrap. This machine also monitors the
ultrasonic assembly step, and “remembers”
which screws had out-of-spec welds, so they
can also be diverted into scrap.

Secondary processes

with automated measurement

A switch bushing requires secondary processes
and also needs to be 100 percent inspected for
critical dimensions. Alpha Grainger developed
a secondary processing machine where an
operator loads the parts into a chute, where a
gripper then places them in an indexing wheel.
After passing through drilling and stamping
stations, the part is inspected for thread, out-
side diameter (OD) and other dimensions. Fi-
nally, the parts are dropped into a chute, where
a diverter directs good parts into a shipping
container and bad parts into a scrap container.
This machine was designed to handle a num-
ber of similar parts of different diameters.

Automated 100-percent
inspection for an automotive part
Some customers, especially in high-volume,
high-reliability industries like automotive,
require that critical parts have zero defects.

Alpha Grainger gained a contract to supply
an automotive part after the existing supplier
claimed it was impossible to inspect one of
the critical features on a part. Alpha Grainger
figured out how to automatically inspect this
feature and won the contract.

The parts are about half an inch in diameter
and about an inch long, with a conical taper

Today’s Machining World



on one end, a circumferential groove on the
other, and a through hole. After machining,
they are heat-treated and plated. The parts are
then 100 percent inspected. If a part is out of
tolerance on any of several dimensions, it can
cause a field failure that can be very expensive
for the auto manufacturer. As a result, Alpha
Grainger’s customer is willing to pay for 100-
percent inspection. This justified developing
an automated inspection system dedicated to
this type of part.

In a vibratory bowl, the parts are correctly
oriented. They pass through an opening that
checks for oversize OD, through inspec-
tion stations that use go/no-go pin gages to
inspect for inside diameter (ID), and finally
proceed to a machine vision station, where

the system measures nine critical dimensions.

Good parts fall into a shipping box; bad parts
are diverted to scrap. The machine vision sys-
tem can inspect up to 4,000 parts per hour.

Improvements everywhere
Innovation at Alpha Grainger is not limited to
making parts.
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During the 1980s, Gary Grainger bought
an Apple Il computer. He wondered what a
computer might be good for and set about
teaching himself. Under his leadership, Alpha
Grainger’s information technology (IT) depart-
ment has developed programs to monitor
location of raw material, work-in-process and
finished parts inventory, as well as job status
and machine maintenance schedules. The
company’s ISO procedures reside on the
computer system. The computer automatically
sends customers order acknowledgements
by fax or e-mail, according to their preference.
And it prints the shipping labels for boxes of
finished product.

All programming is done in-house, so it is
tailor-made for the way Alpha Grainger does
business. Gary Grainger tells about the new
“imaging project” that will make prints, certifi-
cations and records for heat-treating and plat-
ing available online. In the past, anyone who
needed these documents had to go to the files
and physically make a copy. The new system
allows staff to view or print a certification or
other document at any of the company’s

Bottom:

Michael Bourget,
production
supervisor, keeps
an eye on things
as automotive
parts fall from the
hopper above,
into the vibratory
bowl which aligns
them before send-
ing them down
through mechani-

cal and video-scan-

ning inspection
stations.
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Top: Ventilation

and noise suppres-

sion are important
considerations in
the plant set-up

at Alpha Grainger.
Fiber glass panels
enclosed in mylar
hang from the
ceiling.
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80 computer workstations.

Improving productivity involves more than
solving technical problems. In order to reduce
the noise level in the plant, Jake Grainger took
inexpensive fiberglass panels, encased them in
Mylar to protect them from oil and hung them
from the ceiling where they absorb the sound
that would normally be reflected.

On the factory floor, every screw machine
is fitted with a cutting-oil cooler and a custom
lubrication system, and most have electronic
controls, all designed and built in-house.
Exhaust fans and ductwork remove oil mist at
every machine.

Jake Grainger carefully watches where the
money goes. Sometimes inefficiencies show

up in surprising places. He determined that it
was a waste of money for the machine opera-
tors to sharpen tools. “[Now] our machine
operators never sharpen any tools,” he says.
“Other companies would think it was a crime.
[But if you take] a seven- or eight-dollar drill
and sharpen it, it becomes a $30 drill.” With
the operator’s time, incorrect sharpening and
possible lost production, the dollars add up.
Jake Grainger looks at every day as a new
opportunity to find more ways to make things
better. “I feel | am so lucky to be in a situation
where | can express my creativity,” he says. And
while he’s enjoying himself, he’s “assembled”
a more profitable business. D
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The following are listings

of companies that have
provided information for your
inspection:

Each month,
Today’s Machining
World works to help you
understand how the pre-
cision parts marketplace
works, what’s available in
the industry, and how you
can use available resources,
as well as knowledge, to run
a more efficient and effec-
tive shop. In every issue, we’'ll
feature a product category
and focus on equipment key to
remaining competitive in our
marketplace.
When we hear the words
“inspection” and metrology,” two

FARO

things come to mind: an official

FARO Technologies designs, de-
velops, and markets software and
portable, computerized measure-
ment devices that allow manufac-
turers to perform 3-D inspections
of parts and assemblies on the

examination and the study of
measurement. Together, they
form a process where parts
are held under the tightest
scrutiny and analyzed in an
effort to maintain the strictest

shop floor.

Two such products, the FARO
Gage and FARO Gage-PLUS,
empower small machine shops
with 3-D measurement capabilities.
Users can inspect parts, molds and
assemblies directly on the machinery
producing them. The .0004”-accurate
FARO Gage or the .0002”-accurate
FARO Gage-PLUS competes well with
small fixed CMMS that are exponentially
more expensive and complex. They are
also powerful enough for advanced 3-D
measurement and statistical analysis, like
GD&T and SPC. In addition, it automatically
records all of the user’'s measurements and
creates comprehensive reports.

adherence to as close to
perfection as possible.
It's not easy. And these
days, where zero parts
defect is the name of the
game and systems are
installed to adhere to
tight tolerances, inspec-
tion and metrology
equipment becomes
an integrated and
integral part of the
metal turned parts

process.

FARO Technologies is ISO goon certified and 1SO-17025 laboratory registered. For more information, please

contact FARO Technologies at 800.736.0234 or visit the company website at www.faro.com/tmw.
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Kurt Manufacturing

product focus

KURT MANUFACTURING has an-
nounced the second generation USB
DigiDirect for converting existing PC’s
into real-time SPC gaging system for your
digital gages. The DigiDirect module
provides four direct interface ports for
Mitutoyo, Federal Digital and other
brand hand gages, dial indicators and
metrology devices. The module is ideal
for machine shops looking for a cost-ef-
fective way to implement data collection.
It works with virtually all software or can
be used with Kurt’s SPC data collection
software (sold separately).

Kurt DigiDirect provides real-time
process control, saves operator time and
money; provides out-of-the-box data col-
lection in minutes; prevents data entry er-
rors; provides full SPC charting and tools;
gets paper charts off the floor; provides
light column, digital or spread sheet
displays; generates standard or custom
reports. Gage and machine capability
studies included; assists in 1ISO and QS
9000 certification; single file database
manages all of your data efficiently; net-
work for paperless factory automation.

Call 1-800-343-9884 for FREE brochure, or visit
the company website at www.kurtelectronics.com.
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ROMER CimCore

Inspection

HEXAGON METROLOGY, the par-
ent company of ROMER CimCore, has

Mulki-Task Machining

debuted a patent-pending CNC articu- &« Multiple turrets. l'u l'l'le Max
lated measuring arm that incorporates Multiple spindles. Using )
the components of a ROMER Infinite them eFFicientIy can be

measuring arm, and applies CNC motion a programmer’s worst

to create a measuring arm that combines nightmare. But it doesn’t have to be, not

the portability of an arm CMM with if you use GibbsCAM.

the programmability and repeatability GibbsCAM MTM™ dllows you to

of a fixed CMM. The CNC arm can be maximize your multi-task machine tool’s

configured in many ways, depending on performance, optimizing tool synchroniza-

tion and spindle transfers through an
intuitive, easy-to-use graphical user
interface. And GibbsCAM'’s factory posts,

the application. Probing options include
laser scanning non-contact probes,
touch probes or infrared tube measuring

made specifically for your machine tool, CNC
probes. ensure what you see is what you machine. programming
. . Is your multi-task machine tool per- solutions for:
ROMER CimCore Inc. designs and manu- forming at its best? Contact us and we'll
factures portable coordinate measurement show you how it can with GibbsCAM, * 2- & 2'/2-Axis Milling
machines. The company is a wholly-owned sub- the industry’s ease-of-use leader.”’ + 2-Axis Turning

sidiary of the Measurement group of Sweden’s o MillTurn
Hexagon AB (Stockholmsborsen: HEXA A). For

[/ ® . illi
more information, please visit www.romer.com FI”MAM Rotary Milling
* 4th- & 5th-Axis

and www.hexagon.se

Powerfully Simple. Simply Powerful” Advanced Milling
* 3-Axis Multi-Surface and
Gibbs and Associates Solid Machining

323 Science Drive, Moorpark, CA 93021

1-800-654-9399
http://tmw.GibbsCAM.com

Solid Modeling and Machining
Multi-Task Machining
* Wire-EDM
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KNURLING PROBLEMS?

With the most
knowledgeable
engineers and
sales staff,

Accu Trak has
the answers to
any technical
question
regarding the
knurling process.

We have available for immediate delivery a huge variety
of knurling wheels and holders in both “INCH” and
“METRIC” sizes as well as custom knurls made to your
exact requirements with the fastest delivery in the
industry.

For more info on how to ensure your
next knurling job runs smoothly

visit us online at
www.accu-trak.com
or call

(800) 433-4933.

) Non-Marring Feed
Floating Reamer Fingers Pushers &
Holders Pads

Green Floating Reamer Holders

The unique Green design allows for a full tool
float — both axially and radially — eliminating “bell
mouth” and chatter marks.

Cutting tooth shock and hole non-compliance is
absorbed within the holder, vastly extending tool life.

Available in sizes #000 to #4

Green.....The reliable choice for over 60 years.

Visit us on the web or ask
your Distributor for a
catalog.

Green Technologies, Inc.
112 Hawick Street
Rockton IL 61072

815-624-8011
815-624-4397 fax
www.greentechnologies.biz

Paul W. Marino Gages

PAUL W. MARINO GAUGES, Inc./AMT offers a mod-
ular fixturing system for CMM workholding, made of
high tensile strength 7075 aircraft aluminum. This
system offers agile parts fixturing, rapid tool develop-
ment and flexible machining and assembly.

Their facility includes design, manufacturing and
project areas. Within their quality control depart-
ment they have two coordinate measuring systems.
One CMM system has more than 2,587 cubic ft.
of measuring area. Typical components we add to
the modular framework of the AMT system are net
locators, inspection rails, pins and clamping mecha-
nisms.

For more information, please contact Paul W. Marino Gages,
Inc. at (800) 528-9785, or visit the company website at www.
pmargage.com
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Inspection

HEIDENHAIN

The SPECTO length gauges from HEIDENHAIN

Corporation set new standards for size and mechani-

cal durability and are useful for process monitoring
and automated production applications. Providing
an accuracy of £ 1 um, these incremental length
gauges have measuring ranges of 12 and 30 mm
(0.47 and 1.2 in.) and, in the current version, provide
a reference mark. The length gauges are designed

for plunger velocities up to 1.2 m/s (47 ipm). All ver-

sions feature a ball-bush guided plunger and a high
degree of protection against contamination. There
are also versions available for pneumatic plunger
extension.

HEIDENHAIN CORPORATION is the North
American subsidiary of DR. JOHANNES HEIDEN-
HAIN GmbH, a leading international manufacturer
of precision measurement and control equipment.
Their product line includes linear scales, rotary and
angular encoders, digital readouts, digital length
gages, CNC controls, and machine inspection
equipment.

For more information, contact HEIDENHAIN at (847) 490-
1191, or visit the company website at www.heidenhain.com.
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145 Front St., Bridgeport, CT 06606 * 203/334-2196 « Fax: 203/334-1184
email: ipcc@conversent.net
Precision Machinery « Equipment ¢ Swiss Automatics
Engineering, Training, Repairs, Spare Parts, Tooling
Parts and operators’ manuals for Swiss Automatics, Escomatics and related
machinery from $40 to $99.50

DISTRIBUTORS FOR
DIAMOND WHEEL GRINDERS

We rebuild any make diamond wheel grinder

CENTRIFUGAL OIL EXTRACTORS
1/8 gallon to 7 gallons capacity

AUTOMATIC PARTS CLEANING SYSTEMS

Uses chlorinated or hydrocarbon solvents

ELECTRIC, AIR OR BELT DRIVEN SPINDLES

We design and build special attachments

profiltec corp.

'CNC & Manual Profile and Form Tool Grinders
Centerless Grinders with CNC Dressing Cycle.

FSM 150 CNC Profile Grinder,
Fanuc 18M SLR 250 Centerless Grinder,
.080” to 4-3/4” Capacity
DPA 200 Wheel Dresser & Profiler

Parts, Parts, Parts, Parts, Parts, Parts
Attachments, Attachments
Machinery

BECHLER « ESCO « STROHM « TORNOS

Over the recent years we have acquired the
Swiss Automatics spare parts stock from
Currier Machine Sales, Hirschmann Corp.,
Noble Machinery Corp., and Rombach Machinery.
Items not in our stock will be located
or reproduced for you.

Over 100 Automatics in Stock e Request Our Stock List

D6-R (SR) S/N 2121 R125 Bechler

CNC Automatics Bought and Sold
North America’s only machinery dealer with Tornos ¢ Bechler and Esco
factory trained engineers . We know and service what we sell.

email: comex@conversent.net

145 Front St., Bridgeport, CT 06606 * 203/334-2197 « Fax: 203/334-1184




Brown & Sharpe

The MICRO-HITE® Direct Computer Control (DCC)
coordinate measuring machine from Brown &

SEE O U R G RAFF-P | N KE RT Sharpe is a CMM designed to improve inspection

throughput and accuracy in a variety of measurement

eBay StOI’e! and inspection applications.
The MICRO-HITE DCC CMM can be used as a
LOOk fOI’ eBay Weekly SpeCiaIS onIine at stand-alone walk-up station for first piece inspection,

layout inspection and tool set up, or as a flexible
gage. It can handle workpiece sizes up to 22” x 29.5”

b x 197 (559 x 750 x 483 mm) representing some 80
WWW- e ay- CO m percent of all manufactured parts. With a top speed

of 350 mm/second and an acceleration of 1730 mm/

Featuring: second2, the MICRO-HITE DCC CMM is the fastest
. - coordinate measuring machine in its class, and easily
maCh Ines & tOOI I ng keeps pace with machine tools.
with low reserves The MICRO-HITE DCC CMM comes with the

TESASTAR® Touch Trigger Probe or the optional
TESASTAR-i® Manual Indexable Probe, PC-DMIS
PRO™ measurement and inspection software, an

®
entry-level computer and a 17” monitor, installation,
training, and warranty.
For more information, please contact Brown & Sharpe, Inc., at 1-800-
766-4673 or visit the company website at www.brownandsharpe.com.
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Inspection

SPC Innovations

SPC Innovations offers 3 models for short parts
and length, plus a true diameter gauge and a true
bore gauge. Telescoping part chutes are available
as an efficient way to automatically divert bad parts.
Featured in SPC Innovations’ gauge line is the new
Detector PC2003 Gauge Amplifier/Controller, which
is available in single and dual channel models. The
gauge can be calibrated automatically or manually,
right in the machine. The calibrated dimension for
a good part can be set to the actual print dimension
or to zero.

SPC Innovations, an engineering/service oriented company since 1923,
offers detection and elimination of bad parts without post process in-
spection or sorting. They feature DETECTOR gauging products, which
work inside the machine to measure each part as it is being machined.
For more information, please contact SPC Innovations at 410-643-
1600, or visit the company website at www.spcinnovations.com.
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BOYAR-SCHULTZ SMT/LDE

Two Great Names Are Now Together!
Boyar-Schultz SMT
Division of Lester Detterbeck Enterprises, Ltd.

Contact us direct or through your local distributor.

3390 US 2 East ¢ Iron River, Ml 49935
1-800-533-3328 ¢ Fax 1-906-265-6195
www.boyar-schultzsmt.com
www.lesterdetterbeck.com

Website: www.varland.com 7
E-mail: sales@varland.com

1:2000 [
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“Varland can Solve your Plating and
Thread Fit Problems!”

 Computer controlled. e Careful handling and

loading and cleaning. segregation of parts.

* Monitored plating cycles. ¢ Quality checks by oper-
* Plating thickness ator — Q.C. Dept audit.
is X-Ray tested. * Bar code labeling and

e Excellent adhesionand  direct shipments.
full coverage. * Certifications of plating.

Barrel finishes: Nickel, Copper, Bright Acid Tin, Matte Alkaline
Stannate Tin, Zinc, Tin-Zinc Alloy, Zinc-Iron Alloy, Clear and Yellow
Dyed Trivalent Chromate, Cadmium, Brass and Electroless Nickel.

PHONE: (513) 861-0555 « FAX: (513) 961-7017

VA.RLAND METAL SERVICE, INC.

3231 Fredonia Ave e Cincinnati, OH 45229
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Mectron Engineering

Mectron Engineering Co. has a full line of
automated inspection systems utilizing Win-
dows XP operating systems and swivel touch
screens. Inspection systems are available in
single, six or eight laser configurations and
can be outfitted with eddy current, vision
add-ons and integrated packaging to provide
complete part inspection and handling.

The QuAlifier™ Q-5000 combination of
360 degree laser inspection for dimensional
measurement and Magnetic Imagery™ in-
spection for metallurgical defects create the
most complete high-speed systems available.
Measurement capabilities of .0002” on diam-
eters and +.003” on overall lengths highlights
the many features the Q5000 can inspect.
Manufacturers can inspect products dimen-
sionally to part prints and for defects such as
short feeds, missed secondary operations,
damage, chip wraps, etc. at speeds up to 300
pcs./minute. Utilize Mectron’s 24 hour a day
contract inspection service.

For more information, please contact Mectron Engineering
Co. at 734-944-8777, or email sales@mectron.net.
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