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     Before you buy your next CNC Swiss you owe it to your 
customers - and to your business - to compare the newest 

generation of Nexturn CNC Swiss-Type Lathes to the competition. A powerful 10 HP Main Spindle Motor and 
a 5 HP Sub-Spindle Motor are standard on the SA26D & SA32D Models. This includes a 1½ HP Mill/Drill Unit 
on the gang with a cross spindle speed of 8,000 RPM’s. Equipped with 20 tools, 8 of them live. Amazing!
 There are many standard features on a Nexturn Machine that are paid options on some competitive 
machines, such as a Oil Cooled Main/Sub-Spindles, Parts Conveyor, Patrol Light, Full Contouring C-Axis 
Main/Sub-Spindle, and Synchronous RGB just to name a few. The machines are controlled by the reliable 
FANUC 18i-TB 7-Axis CNC Control. All for thousands of dollars less than comparable equipment.
 The full line of Nexturn Models range from 12mm to 45mm in bar diameters. All Nexturn Machines come 
with a two-year parts warranty. 

has a new defi nition

“HEAVY METAL” 
SA20D Tool Layout

603-474-7692    www.nexturnswiss.com

This time-choose NEXTURN!

Oil Cooled Built-in Motors

Back End Tool Station 5-hp Sub-Spindle

Turn-Key applications 
are welcomed!

SEE US AT

EASTEC
BOOTH #

1529
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WE ADD VALUE…

800-527-3851  248-398-3434
www.eatonsteel.com

TO LONG BARS & SHORT ONES

The Steel Bar Specialist

When you order long bars from Eaton Steel you can expect the best of 

the best. And now we’ve added precision cutting to our value added 

services. We take great pride in giving you an edge when you buy from 

Eaton Steel. This new precision cutting service can eliminate several 

steps in your production operations thereby improving bottom-line 

costs. We are always looking for ways to improve our service and we 

have no intentions of stopping.  Contact us and we’ll be happy to give 

you the full story.
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editor’s note
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The New York Times recently ran an article about the angst of 

the 2009 MBA class of the Wharton School of Business, the 

acclaimed business school of the University of Pennsylvania. The 

young Hog Wharts are aghast that their $150,000 tuition bets 

on punching their tickets to Wall Street’s temple of riches are 

not working out. The Street is fi ring, not hiring, so they will have 

to take their fi nance degree into an inner city teaching job, the 

military or even God forbid, the clergy. Man plans, God laughs.

I had planned for 2009 to be the biggest year in ad sales for 

Today’s Machining World, but a mini depression got in the way. 

To deal with the advertising contraction I am cutting back on the 

number of issues TMW will be doing for the rest of 2009 from 

eight to four. This will save on printing and postage and also 

give us more time to focus on the huge opportunities to develop 

online video editorial content and sales video for companies in 

precision machining. We will distribute the videos online in an 

expanded “Swarf” email format sent to our growing audience of 

email readers. Our forays into this approach have been success-

ful because we can be current with our own editorial material and 

capitalize on the visual possibilities of streaming video.

Our Shop Doc Forum online has really taken off too, creating a 

community for readers to help one another.

When I started the magazine nine years ago I thought that 

streaming video would be a core product, but broadband was 

slow to develop. Now we have the infrastructure in place to do 

quality videos quickly, and it changes the game.

It does not take a Wharton MBA to see the possibilities.

 

Lloyd Graff
Editor/Owner

Seeing the Possibilities
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contributors
May/June talent pool

Mary Ethridge spent 18 years as a journalist with the former Knight Ridder 

newspapers. She most recently covered business news for the Akron Beacon 

Journal in Ohio where she won several awards, including for her enterprise 

reporting by the United Nations and the Associated Press. Her work has 

appeared in publications across the country, including the Philadelphia Inquirer, 

Cleveland Magazine, the Miami Herald, and the San Jose Mercury News. She 

graduated from Princeton University with a degree in English literature. Eth-

ridge is known for getting sources to spill all: Cindy Crawford once confessed 

to her an addiction to blueberry Pop-Tarts. Currently, her biggest challenge is 

coming to terms with her teenager’s nose piercing.

Lloyd Graff has had a love of writing since getting his fi rst letter to the editor 

published by the Chicago Daily News when he was 12. In high school he wrote 

short pieces for Reader’s Digest. He became Sports Editor of the University of 

Michigan’s Michigan Daily, and weighed a career in journalism before joining 

the family used machine tool business in 1969. His passion for writing never 

died as he wrote a “magalog” called the Graff-Pinkert Times in the 1990s. In 

1999 he decided to build on his knowledge of the machining world and his 

writing experience by starting Screw Machine World, which became Today’s 

Machining World in 2005. He considers the development of the magazine to be 

the culmination of his business and creative careers. 

Tom Clouse is a freelance writer who has been living in China since 2002. He 

writes about a number of Asia-related topics including economics, fi nance, 

travel, music and nightlife. A native of Tennessee, he likes hiking, drinking 

moonshine and eating bacon. Tom hopes to one day appear in cheesy karaoke 

videos around the world.

Barbara Donohue has been turning technology into English since 1993. 

An MIT-educated mechanical engineer with more than a decade of industrial 

experience, she started her career in journalism as editor of a small-town 

weekly newspaper. She regularly contributes “How It Works” articles to TMW 

and loves that it gives her an excuse to research different technologies and 

visit machine shops and factories wherever she goes. When she’s not writing, 

Barbara likes to take her therapy dog, Luke, to visit patients in nursing homes 

and hospitals.
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www.hurco.com      800.634.2416

I N C O N T R O L

Contact us for a demo to see how Hurco 
can increase your profi tability. 

Technology that pays
 for your investment.

What if you could reduce setup time from 5 hrs 30 minutes to 1 hr 30 minutes? What if you could 
reduce total operations from 7 to 2? Those are the results of our 3-axis versus 5-axis Time Study. 
Contact us today to see how the VM10U can increase productivity and profi tability at your shop.

Small footprint

19"

Ergonomic control. 
Industry leading specs and software.
Flexible control with both conversational and 
NC programming modes included.
■ 600 block look ahead
■ 2GB RAM
■ 40 GB hard drive
■ Touch screen

Swing Arm ATC

10"

63.6"
70.9"

Integrated trunnion table design

12.6"

VM Series
General Purpose

Mills

VMX Series
High Performance

Mills

U Series (5-Axis)
Trunnion Table

Mills 

HTX Series
Horizontal

Mills

TM / TMM Series
General Purpose

Lathes

SR Series (5-Axis)
Swivel Head, Rotary Table

Mills         

Z Series
Zone
Mills

DCX Series
Dual Column

Mills

TMX Series
High Performance

Lathes

Machines shown with options. US pricing only. Prices and information may change without notice. 

Starting at $99,995
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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:    emily@todaysmachiningworld.com or lloyd@todaysmachiningworld.com

information and pictures. Good luck with your search for knowl-
edge, as this is a great industry despite what you might read!

-BigSkyCNC

Pride all Around
I read with interest, every publication of your magazine that 
arrives each month. I not only fi nd your articles interesting, 
but also quite educational. In particular, I’m impressed with 
all the editorials and interviews from both within and outside 
the machining industry. Prior to joining the company where 
I’m currently employed, my experience was entirely on the 
cold-formed side of our business. I pay diligent attention to 
your articles and can admit that they’ve assited me in my 
understanding of the screw machine side of our business. On 
a sales note, I must also admit that I take pride in recognizing 
the OEM’s of some equipment shown in your magazine who 
happen to have their equipment assembled with the socket 
screw product that we manufature domestically. The day I stop 
feeling that pride is the day I’m six feet under. Keep up the 
good work and keep those monthly editions coming my way!

Regards,
Rick Finau Sales Engineer

Kerr Lakeside Inc.
Euclid, Ohio

P.S. Although I could have emailed this 
correspondence to you, I instead prefer to 
use the U.S. mail service, at which fellow 
Americans are employed. I practice what 
I preach with regards to buying domestic!

Back to Our Roots (TMW April 2009 , page 34)

Noah,
Great interview with an old timer in our manufacturing 
machine trades industry. Enjoyed it much. Yes it was the MBA 
Weenies that screwed up most of America and it is why no 
one goes into manufacturing. Keep up the effort promoting 
manufacturing in America.

Roger Sustar
President

Fredon Corporation

Shop Doc Forum Question and Response 
Visit www.shopdocforum.com to post a question, answer questions 
or read others’ posts.

I work as an operator of CNC machines when I can, so I try to 
keep up with the industry as much as possible. I visit the vari-
ous websites selling and advertising machines and notice that 
they usually have listed in the specifi cations the types of spin-
dles that the machines have installed. They are always listed as 
a code number, such as A2-6 or A2-8. This has me wondering 
how the spindles are measured, or identifi ed. Can someone 
tell me how they are differentiated, measured or identifi ed? 
When I work on a vertical mill-drill, the boss usually just shows 
me the tool cart and tells me to use those tools. The holders 
look all the same to me; some may be larger or smaller than 
others. I see that the code is used for lathe spindles as well. 
Remember, I’m just an operator, with little set-up experience. 
I’ve mounted tools in holders before and set them on the 
Z-axis, and have used the edge fi nder for the X-and Y-axes. I’ve 
also done some tool setting on lathes, but this spindle nomen-
clature has me stymied. Thanks for the help.

-Silversteve

The spindle designations of A2-6, A2-8, etc. refer to the locat-
ing and fastening dimensions on the spindle face, used to 
mount a chuck, collet chuck, or other workholding devices.

From the designation you can usually make some safe as-
sumptions about the spindle, such as bar capacity. But there 
are exceptions, so it’s best to check the stated bar capacity 
with the machine tool builder.

-Dan Murphy

It might be helpful for you to know that the A2-6/8 designation 
is for turning machines. If you can get your hands on a Machin-
ery Handbook, this will explain the design. In addition, you will 
fi nd many other designations. When you are using milling/drill-
ing machines, there will be other tool holding options such as 
CAT, BT, R-8, and many others. The standard is loose and you 
will eventually learn each through experience. Within each of 
these groups you also have collet designations—that will prove 
to be even more fun! I might suggest you fi nd a tooling catalog 
(Kennametal, Sandvik, etc.) as they are typically full of great 
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The Precision Machining 

Technology Show, held last 

week in Columbus, Ohio, 

gave me a glimpse into 

the current marketplace 

and the expectations 

people have for the 

next 12 months.

The crowd was thin all three days. The Technical Confer-
ence that preceded the Show had about 60 percent of the 
attendance of two years ago, yet the attendees I talked to 
were bloodied but unbowed. People talked about staying 
in the game with scared lenders and edgy customers who 
are blanketing them with requests for quotes.

I was surprised at how many manufacturers have gravi-
tated into the small arms and rifl e business. The gun boom 
shows no signs of abating and the PMTS attendees were 
all over it.

The mood regarding automotive was grim, especially 
with the Chrysler bankruptcy going down during the show. 
The almost universal opinion was that a General Motors 
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By Lloyd Graff

fi ling is coming so let’s get it over with and move on. The 
current indecision on GM is killing the car market and mak-
ing component parts ordering a nightmare.

I had a good talk with Jim Trunk of Schütte. He said the 
company was living off a nice backlog for now, with solid 
interest in several machines going forward. His clients are 
fi nding it hard to balance an expected increase in automo-
tive ordering that they want to be ready to meet, with the 
skepticism of lenders and the shakiness of current demand. 
He believes the spoils will go to those who make the leap 
of faith now. The problem his clients have is knowing when, 
where and how far they must jump. Clarity was the one 
thing in short supply at PMTS.

swarf_0509.indd   Sec1:1 5/6/09   2:42:04 PM
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This is the article I absolutely hate to write, 
because I do not believe in negativity. But I’m going to tell you 
how bad it is out there, so if your business stinks or you have 
lost your job—you are not alone.

The shops I talk to—and I talk to a lot of them—say busi-
ness is down 30 percent to 60 percent from last year.

If they are automotive related it might be worse. Some 
machinery dealers haven’t sold a used machine in months. 
New builders are off 70 percent in some cases. I hear Haas is 
producing around 600 machines a month, down from 1,200 a 
year ago and are faced with a big overhang of repos.

Arthur Machinery, one of the biggest distributors of new 
machines in Chicagoland, has fallen into bankruptcy.

Auction prices of excellent used machines have plum-
meted. For example a 2004, 4” Kaltenbach saw in perfect 
condition could not get an $8,000 bid and was taken back by 
its owner. The saw sold for $130,000 in 2004.

General Motors is going into Eleven with bumbling Fritz 
Henderson as the “leader.”

Barack Obama is being a very Democratic president. The 
Republicans are in Limbaugh.

That is the depressing news of Spring 2009.
I do not want to write this piece again.

The view from Europe is probably even 
more negative in the machining world than in North America. 
Many shops in the fertile metalworking hotbed of the Haute 
Savoie in France near Geneva closed for Christmas and then 
did not reopen for most of the winter. No business, no vis-
ibility, no work. Automotive is beaten up, though the quickly 
enacted “clunker” trade-in edicts spurred a fl urry of sales in 
Germany.

The precipitous drop in manufacturing was more violent 
after the banking blow off because business had not slowed 
up earlier like it had in North America. The Europeans went 
from a “little soft” to crisis virtually overnight.

The machine tool builders have been in freefall. The price 
of used machinery has tanked because buyers have gone on 
strike.

My gut feeling is that the North American market is start-
ing to bounce off the bottom. The misery continues but it 
is generally not getting worse. Many shop owners have told 
me that orders are slowly beginning to recover with monthly 
sales rising 5 percent to 10 percent from the panic of Octo-
ber to February. Quoting is extremely active in the U.S. as 
companies retreat from China and look to take advantage of 

the “new normal” in the American market. The dollar is still 
relatively weak versus the euro and yen, which is a competi-
tive advantage for North Americans. In Canada the currency 
has fallen 20 percent against the U.S. dollar, but Ontario is 
decimated by the GM and Chrysler debacles.

I recently attended the Court Valve Auction in Beamsville, 
Ontario. The prices were weak, but every machine found a 
buyer except the hydraulic presses. A Davenport chucker with 
a Noise Tamer brought $1,500 and a Royal Master centerless 
grinder could not make $1,000. People who had money to 
spend could have bought a Gildemeister Sprint CNC lathe for 
$20,000.

With automotive land in a state of depres-
sion, Chrysler in bankruptcy and GM likely to follow, I asked 
myself if I should buy a car now to take advantage of the juicy 
deals.

I would be a good candidate. My wife and I both drive 
6-year-old Toyota Avalons with 65,000 miles on them. They 
have been wonderful cars with virtually no down time. They 
are garaged and rarely driven more than 50 miles a day. They 
get mediocre mileage—about 20 miles per gallon. My wife 
Risa and I regard cars as comfortable transportation ma-
chines. Status and driving pleasure, which are extolled in car 
TV ads, do not connect with us.

So why should I buy a car? One of my sons drives a 1996 
Avalon which we passed on to him. It has 160,000 miles on 
it and mounting maintenance bills. We could pass one car 
down to him so he would be 100,000 miles to the better. He 
hesitates to buy a new car because he shuns the payments. 
He would rather allocate his money to lifestyle improvements, 
which at this moment does not mean a new car. He will drive 
his 1996 Toyota until it dies, though the impending “clunker” 
trade-in might move him to do something sooner.

The plug-in hybrid, which would virtually liberate me from 
the gas station trip, would push me over to buy a new car. I 
know this bodes poorly for the car industry, but I think there 
are millions of people like me who see no compelling reason 
to go car shopping at this moment.

I talked to Olaf Tessarzyk of ZPS America recently, and 
he explained his strategy of building his infrastructure of sales 
and service engineers in order to sell the ZPS multi-spindle 
screw machine line. 

ZPS has moved into a 20,000 square foot building in 
Indianapolis, Ind. Prior to going to work for ZPS Olaf had 
been head of the Index operation in the U.S. Olaf says he 
learned from his Index experience that a machine tool builder 
must have service and applications prowess baked in before 
customers will consider the product line a viable competitor 
in the U.S. The Gosigers in Dayton, Ohio had successfully 
developed the Euroturn line over 15 years based on the reliable 
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ZPS cam machine. The new ZPS operation in Indianapolis is 
focusing on the CNC multi.  Olaf is very proud of his new staff 
and is bringing over three of the top service engineers from 
ZPS’s headquarters in the Czech Republic. An interesting pre-
requisite for bringing the men from Czech to the States was 
that they be unmarried so they could devote their full energy 
to the company.

Contributed by Steven Capozzola, Communications Director 
of Alliance for American Manufacturing (AAM)

China’s Toxic Harvest: Noxious 
Chinese drywall believed to 
contain smokestack contaminants
This substandard drywall can be found in as many as 250,000 
homes in 13 states. As homes sustain corrosion in electrical 
wiring, HVAC units, and even jewelry, their owners experience 
a myriad of illnesses and symptoms. The effects are particu-
larly hazardous to children, the elderly, pregnant women and 
those with pre-existing respiratory illness.

While Florida’s Republican Governor Crist recently joined 
with Senator Ben Nelson (D-FL) and Rep. Robert Wexler (D-
FL) to push both state and federal agencies to aggressively 
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Above: ZPS America has opened its 20,000 square foot headquarters 
in Indianapolis, Ind., under the leadership of Olaf Tessarzyk, formerly 
head of Index in the U.S.
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investigate the problem and pursue solutions, his own Lt. 
Governor, Jeff Kottkamp, moved his family out of their home 
in February as a result of drywall concerns. 

According to AAM Senior Analyst Kerri Houston Toloczko, 
a Florida environmental consulting fi rm may have solved 
the mystery of what created toxic conditions in the drywall. 
“After analyzing the Chinese drywall, Intuitive Environmen-
tal Solutions believes that the gypsum used to manufacture 
the drywall was recycled from use as fi ltering material inside 
the smokestacks of China’s notoriously polluting coal-based 
energy facilities,” says Toloczko. 

“In other words, to save the money required to produce 
clean drywall, the Chinese manufacturer took contaminated 
material from inside smokestacks, used it in the manufacture 
of exported drywall and sent it over here for Americans to use 
in their homes.” 

Toloczko further explains, “When this drywall meets 

humidity, it emits sulfur dioxide, carbon disulfi de and other 
‘ides’ too numerous to mention. These particulates are acidic 
in nature, and immediately start rotting everything in their 
path as well as making people ill.”

Each week there are new reports of homeowners leaving 
their homes to live in hotels, rental properties or with fam-
ily to escape the leaching toxins. Many fear that replacing 
the drywall, in addition to materials in the home that have 
become corroded, could be a billion-dollar problem amidst a 
painful housing slump and a mortgage crisis. 

“Homeowners are unsure whether repairs and alternate liv-
ing arrangements will be covered by insurance. As numerous 
agencies failed to protect builders, contractors and homeown-
ers from this dangerous product, in the short term, state and 
federal agencies should partner to assist these homeowners 
to fi nd a safe place to live while long term solutions are identi-
fi ed,” Toloczko concludes.
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By Ari Graff book review

If you’re a fan of No Reservations or you just love food—eat-
ing food, talking about food, dreaming about food, arguing 
about food—then you need to read Kitchen Confi dential. This 
book put Tony on the map before he was ever on television. 
Tony didn’t become famous from being a 
superstar chef. In fact, he was never a su-
perstar chef. He spent 28 years going from 
one tragicomic kitchen disaster to another. 
Although he tasted moderate success at 
Brasserie Le Halle in New York City, in the 
years preceding his television career his 
chef career was mediocre at best. It doesn’t 
matter, because Tony is a superstar of the 
English language and cuts through the 
pomp and pretension of celebrity chefdom 
with a butcher knife.

Kitchen Confi dential is not a biography but 
a document of Tony’s nearly life-long love 
affair with food. Although he intermittently 
touches on topics like his marriage and his 
battle with heroin addiction in the 1980s, 
those are mere detours from the meat of his 
story. He begins the book with his culinary 
birth—a realization in fourth grade that food 
could be more than nourishment or a greasy 
fi x—it could be life changing. On a summer trip to France with 
his family he spent his time sneaking cigarettes, squabbling 
with his brother and eating a limited diet of steak-frites and 
Coca-cola. Fed up with their kids’ behavior, Tony’s parents left 
them in the car while they dined at La Pyramide, which Tony 
would later proclaim the “center of the culinary universe.” 

Out of spite, Tony decided to try every strange French food he 
could get his hands on, from the most obscure organ meats to 
the stinkiest of cheeses. He realized that food had the power 
to “inspire, astonish, shock, excite, delight and impress.” 

The rest of the book tells the story of 
Tony’s adventures in the restaurant busi-
ness. He has the observational powers 
of an anthropologist and describes in 
hilarious detail the characters that inhabit 
the restaurant universe—from the often-
deluded owners to the dishwashers. He 
shares restaurant secrets—like what hap-
pens to the bread at your table you didn’t 
fi nish and why you shouldn’t eat the fi sh 
on the Sunday brunch menu. Eating out 
may never feel like an innocent experi-
ence again.

Tony is a complicated man and 
many readers will relate to him and his 
relationship to his profession. He is 
intensely proud and committed to his 
craft but has failed at one miserable job 
after another. He can be a nasty dictator 
in the kitchen but lie in bed at night 
worrying about his fry cook’s fi nancial 

problems. He is self-destructive with an addictive personality, 
constantly looking for the next high—drugs, food, sex—re-
sulting in some truly low moments. But those same reckless 
personality traits are tempered by his deep belief in the impor-
tance of food. Spend some time in Tony’s world and you will 
become a believer too.

I’ll admit it, I’m a little obsessed with Anthony Bourdain. This review is not exactly unbiased. My girlfriend and 

I love watching his television show, No Reservations, on the Travel Channel. In each episode, Tony visits a new 

exotic or not-so-exotic locale, from South Carolina to Cambodia and everywhere in-between. He fi nds the most 

authentic local food, sometimes in nice restaurants with world-renowned chefs. But usually he looks for the 

best street food, the local specialty. He loves to dine with the locals and will eat anything put in front of him 

from raw seal eyes to vintage absinthe and yak cheese. This is Tony—curious, fearless and with a profound 

respect for the culinary wisdom of every culture.

Kitchen Confi dential: Adventures in the Culinary Underbelly

Comments? You can email Ari Graff at LloydGraffTMW@yahoo.com.
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The smallest part you make… 
can make an impact on someone’s future
The delicate components of a collision sensor system 
must be precisely machined – many thousands of times 
over. The new Star SR-20RIII automatic lathe makes 
the precision manufacture of critical parts both 
highly repeatable and exceedingly fast, with 
twice the fabrication speeds of previous 
systems. Accuracy, efficiency and productivity… 
with so much riding on it, is there any reason 
to settle for less? We understand it’s not just 
a part, it’s a part of life.

PERFECTION IN MOTION

www.PerfectionInMotion.com

HEADQUARTERS 123 Powerhouse Road • P.O. Box 9 • Roslyn Heights, NY 11577 • Tel: 516 484-0500
MIDWEST 375 Bennett Road • Elk Grove Village, IL 6007 • Tel: 847 437-8300

WEST COAST 22609 La Palma Avenue • Suite 204 • Yorba Linda, CA 92887 • Tel: 714 694-1255
TECH CENTER c/o Numberequip • 4810 Briar Road • Cleveland, OH 44135 • Tel: 216 433-9290

TECH CENTER 5 Craftsman Road • East Windsor, CT 06088 • Tel: 860 627-7833

EASTEC Booth #1003
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    Bryant Grinder
Bryant Grinder, a division of Vermont Machine Tool Corpora-
tion, is introducing a new modular multi-surface grinding ma-
chine with extended fl exibility to grind complex workpieces. The 
machine, designated as LL2U-MS (Universal-Multi-Surface), 
can be confi gured as a chucker, a shoe type centerless and a 
roll type centerless. The machine has 10" (255 mm) of Z-axis 
travel, 10" (255 mm) of X-axis travel and an optional Y-axis, also 
with 10" (255 mm) of travel. All linear axes use the proven Bry-
ant round hydrostatic way system with 300 degrees of bearing 
wrap to ensure accurate tracking in all degrees of freedom. 

For more information, please contact Bryant Grinder at 802-885-5161 
or visit www.BryantGrinder.com.

INDEX
The TRAUB TNL26 series offers the advantages of 
both fi xed and sliding headstock turning processes 
in the same machine concept. The machine de-
sign saves the user setup time, material cost, and 
capital cost while providing high-precision Swiss-
type and screw machine type turning capability in 
a single machine. Bar stock capacity is up to 32 
mm diameter. The concept can be confi gured to 
match the user’s needs: TNL stands for long/slid-
ing headstock Swiss-type turning, and TNL-K for 
short fi xed headstock screw machine type turning 
machines.  

For more information, please contact INDEX Corporation 
at 317-770-6300 or visit www.index-usa.com.

    Hardinge
The Hardinge Group has replaced the mechanical gearbox with 
an electronic servo motor and threading computer. This ma-
chine design confi guration provides four times the power, 50 
percent more torque and signifi cantly more threading range. 
There’s no need to purchase gears for different inch or metric 
threads, and left-hand threading is easier. Thread range is 0.10 
mm to 6.50 mm (4.0 tpi to 250.0 tpi), and up to four multiple-
start threads can be machined.

For more information, please contact Hardinge Inc. at 800-843-8801 
or visit www.hardinge.com.

freshstuff_0509.indd   1 5/6/09   1:48:10 PM
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    Mastercam
Mastercam’s new 2D High Speed Toolpaths aim to make 
your current processes more effi cient and automated, while 
minimizing programming and cycle times. Benefi ts include 
peel milling, which peels away material layer by layer, deliv-

ering effi cient constant climb milling with trochoidal-type 
motion and accelerated back feed moves when the tool 

is disengaged. Core milling cuts from the outside in, 
using high-speed transitions. Area milling is excellent 

for more complex shapes and also uses high-speed 
transitions, and rest milling evaluates all previous 

toolpaths and removes remaining material with 
high speed motion between cuts.

For more information, please contact Mastercam 
at 860-875-5006 or visit www.mastercam.com.

Mitsui Seiki
Mitsui Seiki recently introduced its new “HPX-63” 4-axis CNC 
horizontal machining center in North America. Some of the 
key design criteria include a large work size capacity featuring 
a swing diameter up to 1050 mm and a work height 
(Y-axis) up to 1050 mm. Axis stroke is 1000 mm in 
X-axis and 900 mm in Z-axis. The pallet size is 
630 mm. The B-axis rotary table offers 12 rpm 
and high torque, high acceleration properties. 
The rapid travel rates are 32 m/min with 0.5G 
acceleration/deceleration. The cutting feed 
rate is 12 m/min.

For more information, please contact Mitsui Seiki at 
201-337-1300 or visit www.mitsuiseiki.com.

    Kennametal
Kennametal has launched Beyond™, a platform of new high-
performance turning products. Beyond™ products comprise 
a complete line of 11 new grades applicable to steel, stainless 
steel, and cast-iron turning applications. A new post-coat 
surface treatment improves edge toughness, reliability and 
depth-of-cut notch resistance, and micro-polishes the surface 
to reduce friction and workpiece sticking (BUE). A fi ne-grained 
alumina layer allows for increases in cutting speed, improving 
productivity and reliability at high cutting temperatures.

For more information, please contact Kennametal 
at 724-539-5000 or visit www.Kennametal.com.
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Southwestern Industries 
The TRAK™ FHM Series machines featuring the 
ProtoTRAK SMX CNC are designed to increase the 
productivity of toolroom and small-lot work. They 
are versatile machines, suitable for small parts and 
also have the mass and weight to handle heavy 
workpieces. The ProtoTRAK SMX CNC enables 
users to transition freely between 
manual and CNC operation. 
Advanced features include 
standard electronic head, 
electronic handwheels and powerful 
servo motors for rapids up to 250 IPM. 

For more information, please contact Southwestern Industries, Inc. 
at 310-608-4422 or visit www.southwesternindustries.com.

    OSG Tap and Die
OSG Tap and Die, Inc. has introduced cutting edge technolo-
gy for the oil and power industry with the new HYPRO®-HXL 
and HYPRO®-VXL taps. The HY-PRO®-HXL is designed for 
horizontal applications and breaks the chips into a man-
ageable size that evacuates with normal coolant fl ow. The 
HY-PRO®-VXL, designed for vertical applications, produces 
longer, tightly wound chips that evacuate and break off away 
from the shank of the tap. These new taps effectively control 
chips to eliminate “bird-nesting,” while nearly doubling the 
tool life versus competitor taps, resulting in a cost-per-hole 
savings of over 55 percent. 

For more information, please contact OSG at 800-837-2223 
or visit www.osgtool.com.

    Sumitomo
Sumitomo Electric Carbide, 
Inc. recently expanded the SMD 
replaceable carbide tip product 

line by adding an 8XD drill to 
their 3XD and 5XD lineup. The 

SMD nickel-plated body provides 
longer tool life than conventional 

replaceable tip drill bodies. A rigid 
serration coupling system affi xes the 
replaceable carbide tips to the drill 
face, improving drill accuracy and 
repeatability. 

For more information, please contact Sumitomo 
Electric Carbide, Inc. at 800-950-5202 
or visit www.sumicarbide.com
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    STAMA
The STAMA Tool Management Pat System operates by plac-
ing the next cutting tool into a staging pocket automatically, 
based on preprogrammed sequences on the CNC. During tool 
change, the magazine only needs to travel one tool pocket 
for pick-up of the next tool. The STAMA Tool Management 
Pat System therefore has faster production processes, due 
to consistently shorter chip-to-chip times. The tool magazine 
is equipped for CAT 40, 50 or HSK 63,100 for up to 64 tools. 
External magazines are also available with either 90 or 180 
tool positions. 

For more information, please contact STAMA America at 630-233-8101 
or visit www.stama-america.com.

FAST DELIVERY ON ALL POLYGON FORMS

ROTARY BROACHES & BROACH HOLDERS
• Fast, accurate method of producing polygon forms on Lathes, Mills, CNC and

Screw Machines
• Internal, External and Swiss Type Tool Holders available
• Adjustable and Adjustment Free

SHAVING DOVETAIL TOOL HOLDERS
• Produce smooth uniform diameters within +/- .0005
• Complete in less revolutions than an end working operation
• Floating body compensates for index or spindle errors
• Loose jaw design gives easy tool removal
• Various block configurations available

RETRACTABLE LIVE CENTERS
• Precision bearing placement for greater rigidity
• Independent inner housing provides rigidity while allowing center shaft

to retract
• Spring Loaded design compensates for workpiece center variations

Number One for Rotary Broaching
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An X-ray of Mary Ethridge’s wrist after fracturing it in fi ve 
places. She required surgery to mount a contoured plate 
on the underside of the bone.

Photo courtesy of Mary Ethridge.
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bad break. My wrist was in fi ve pieces and an ordinary 

cast wasn’t enough. The E.R. doctor told me I needed 

to see a specialist.

My insurance allows me to see any doctor I want, so 

I chose Akron-based Dr. John X. Biondi, said to be one 

of the best in northeast Ohio. I saw him the Mon-

day after Christmas and spent that New Year’s Eve 

marveling at my brand new body part while I waited 

for the surgery. It is a contoured plate that sits on the 

underside (or volar side) of the bone. With the help of 

angled screws it holds the pieces of bone together so 

they heal. 

While I was falling everything went into that weird 

slow motion that precedes disaster, and I looked over 

at my left arm and saw it was awkwardly bent back. 

My hand was turned under, fi ngers pointing behind 

me and my palm up. I landed fi rst on the top of my 

hand with the rest of me tumbling after.

Thus, like Alice down the rabbit hole, I was plunged 

instantly into the U.S. health care system bringing 

along a broken wrist, good insurance and much ap-

prehension.

Fractures of the distal radius account for one-sixth 

of all emergency room visits, according to the Ameri-

can Hospital Association, but mine was an unusually 

Who’s Eating 
Off Mary’s 

Plate?

By Mary Ethridge

I’d like to be able to say my health care adventure began when I was skiing in the Alps 

or rock climbing in Costa Rica, but the truth is not nearly as glamorous. I slipped on 

the ice while walking my dogs around the block on Christmas Eve day.
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America’s Broken System
With a broken wrist and lousy winter weather, I had a 

lot of time to watch television. Although I did see my 

share of Oprah and Dr. Phil, I found myself watching 

a lot about the efforts of politicians in Washington to 

reform our health care system. It is a system marked 

by ingenuity and skill, the kind that invented my 

plate and implanted it without complication. But it is 

also a system overrun with inefficiency and inequal-

ity, the sort that allowed me to have an operation out 

of reach of many others. 

Total health care spending as a percentage of the 

GDP has nearly tripled in the last 40 years. There are 

more than 47 million people without health insur-

ance in the country and millions more with inad-

equate coverage. As the recession drags on, the old 

employer-based system of health benefits is disinte-

grating faster than ever. Hospitals and doctors are 

already seeing a drop-off in patients as more people 

lose their insurance and put off elective procedures.  

President Obama has promised to overhaul health 

care, but no one knows what form it will take. The 

uncertainty has almost fueled panic in the health 

care sector. The Dow Jones Medical Equipment Index 

fell 37 percent in 2008. Between November and De-

cember when the S&P 500 went down by about 9 per-

cent the medical device index was down 18 percent.

What will be preserved and what will not? My bro-

ken wrist episode offered me an opportunity to take 

a closer look at the roles of the various stakeholders 

in health care. I found it akin to watching a parade 

through a fence, I could see it piece by piece but 

couldn’t grasp how the whole thing moves or behaves. 

Health care is not known for transparency.

“You Want to Know, What?”
“Usually people don’t take this much interest in their 

plates,” a receptionist at the surgeon’s office said 

when I asked if she knew where my plate had been 

made. She looked at me over the top of her reading 

glasses, just like my Dad used to when, as a teen, I’d 

pushed him too far. “I’ll have to check with the doc-

tor, tell me why again you want to know this?”

A dozen or more people would ask me that ques-

tion during the course of my information gather-

ing. Wariness and weariness seem to have replaced 

confidence and optimism in the health care industry. 

It’s not really surprising given the current financial 

structure of health care in the United States. In the 

case of medical devices (such as my plate), selec-

tion, purchasing and reimbursement make their way 

from manufacturer to patient under the inf luence of 

various stakeholders, including hospital (or surgery 

center), supplier, physician, distributor, payer and 

patient. Each stakeholder has an agenda that is often 

in conf lict with other stakeholders.

I began unraveling the story with the person who 

designed my plate. As it turned out, I didn’t have to 

go far, just downstairs from my surgeon’s office. The 

plate was designed by Dr. David B. Kay, a physician 

who, along with my surgeon and other doctors, owns 

the Crystal Clinic where I had my surgery.

Above: RAM Precision in Dayton, Ohio, manufactures the distal 
radius plate in Mary Ethridge’s wrist. It is one of several manufactur-
ers across the country used by OrthoHelix to manufacture medical 
parts. The need to tightly control and monitor the manufacturing of 
medical devices like Mary’s plate makes outsourcing jobs like this to 
China inadvisable.
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Where My Plate Came From
I had stumbled by accident, literally, into one of 

many hot-button issues in health care—physician 

entrepreneurship. The United States has about 5,000 

ambulatory service centers such as the Crystal Clinic. 

An ASC is a health care facility that specializes in 

providing surgery, including certain pain manage-

ment and diagnostic services in an outpatient setting. 

They’ve seen steady growth since the first one opened 

in Phoenix in 1970. About 22 million procedures will 

be performed in the centers this year, up from 

6 million in 1999, according to the Ambulatory Sur-

gery Center Association, a trade group in Alexandria, 

Va. Doctors own at least part of more than 90 per-

cent of such centers in the United States. Physician 

ownership accounts for two-thirds of doctor-owned 

centers while joint ownership with hospitals, corpora-

tions or a combination make up the rest. 

Using hundreds of CT scans of wrist bones, Dr. 

Kay and his biomedical engineering team came up 

with a composite model of a wrist and used CAD 

software to develop the OrthoHelix DR Lock—my 

new body part. They created a tool kit that holds not 

only three sizes of plates (short, standard and long) 

for both left and right wrists, but also 2.4 mm screws, 

2.0 mm pegs and 3.5 mm locking and non-locking 

screws. The screws are blunt-tipped and partially 

tapered at the top to prevent tendon irritation and add 

strength. They also include color-coded tools, such as 

an angled screwdriver, designed to make implanting 

the plate as straightforward as possible.

The plate itself is a roughly T-shaped piece of 316 

LVM stainless steel, curved slightly and studded with 

screw and pinholes. Kay chose stainless steel instead 

of the titanium common in other plates because it’s 

been shown to reduce the chances of irritation and 

tendon adhesion. “We had to accommodate a broad 

range of knowledge and surgical skills,” said Kay. “No 

doctor has or wants to spend a lot of time struggling 

to master the procedure.”

Surgeons pay only for the plate and screws they use 

from the kit and the rest is sent back to OrthoHelix 

for re-sterilization and re-use.

Derek Lewis, vice president of research and devel-

opment for OrthoHelix, said the plate is about 

Above: Dr. David B. Kay, a physician and part owner of the Crystal 
Clinic Ambulatory Center. Along with a biomedical engineering team, 
Dr. Kay used CAD software to develop the OrthoHelix DR Lock, now in 
Mary’s wrist. The part comes in a tool kit, the parts needed are chosen, 
and everything else is sent back for sterilization and reuse.
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$1 worth of steel but estimates that they pay the 

manufacturer about $300 per plate.  

“It’s easy for people to look at this and say it’s just a 

piece of metal. They don’t realize the millions of dol-

lars that went into its development—the seven engi-

neers who spent months working on it, the machine 

time it takes to produce it,” he said. “Then there are 

patents and liability issues that add to the cost. That’s 

what you’re paying for.”

Manufacturing Medical, Not an Easy Task
Once OrthoHelix came up with the design for the 

distal radius plate, they went seeking someone to 

produce it. The manufacturer had to be certified by 

the Food and Drug Administration and have sophisti-

cated enough equipment to machine the intricate de-

sign. A microscopic f law could mean surgical failure, 

complications and potentially, fines and lawsuits.

They considered manufacturers in China but found 

that not only were there quality and turnaround con-

cerns, but the price wasn’t much different.

“We need to tightly control and monitor the manu-

facturing of our devices. That would be a lot harder to 

do if it’s manufactured in China,” said Dr. Kay. “Any 

cost savings just aren’t worth it.”

OrthoHelix uses several manufacturers across the 

country for its various hand and foot implants. The 

distal radius lock plate is machined at RAM Medical 

Solutions LLC, a division of RAM Precision, a second-

generation family business in Dayton, Ohio.

President Rick Mount is the son of the company’s 

founder who started the business 35 years ago in the 

family garage. The company’s traditional base was 

food and beverage container manufacturing, but 

Mount felt that business was reaching its maturity 

and there wasn’t much room for growth. In contrast, 

Above: A distal radius plate manufactured by RAM Precision in 
Dayton, Ohio. A plate and screws are estimated to cost between $800 
and $1,800.

Photo courtesy of OrthoHelix.

“We need to tightly control and monitor 

the manufacturing of our devices. 

That would be a lot harder to do if it’s 

manufactured in China,” said Dr. Kay. 
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CMM capabilities with a Sheffield Endeavor CNC 

CMM, and a Micro-Vu Vertex Optical CNC video and 

touch probe measuring system. He bought two Vibra-

Hone FSV-025 tumblers, new jig and rotary grinders 

and a 3-5-station nitric passivation system.

 “What made this kind of investment sensible for 

us is that our employees already had the precision 

skills necessary to do medical machining,” he said. 

“The container side of our business is even more 

precise than the medical, so we already had the talent 

to handle it.”

Because the OrthoHelix distal radius plate is 

contoured and the holes are angled, machining them 

is a complex process with a cycle time of nearly two 

hours. Mount said it would take 12 different setups 

per side just to do the holes if it weren’t for his 5-axis 

CNC machines.

He said his company produces “hundreds if not 

thousands” of distal radius plates for OrthoHelix at 

sales of orthopedic implants rose an average of 9 per-

cent annually over the past five years and are expect-

ed to reach more than $15 billion this year according 

to a study by the Freedonia Group, a Cleveland-based 

research company. 

Mount started RAM Medical in 2002. It’s not an 

easy segment to enter, Mount said. First he had to 

earn FDA certification, a time and money consuming 

process. 

He expanded his production capabilities with 

nearly $2 million in new machines. They include 

several Makino model S-56, 5-axis vertical machining 

centers with wireless touch probe and laser tool set-

tings, 8- and 14-axis Swiss screw machines including 

a Citizen L20 Type VII 8-axis Swiss Screw machine 

with high pressure coolant and magazine bar feeder 

and Citizen M32 Y 24-axis Swiss with high pressure 

coolant and magazine bar feeder, and an Anca TX7 

CNC tool and cutter grinder. He also enhanced his 
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a time. The number of machines used in a run 

depends on how quickly they need them. 

Mount said it’s hard to say whether his profit 

margin has improved since he took on the medical 

business.

“Everything we make gets plowed back into the 

business. We’re always investing,” he said. But since 

the launch of RAM Medical, Mount has been able to 

add 10 new employees and a second shift. Medical 

contracts now account for 25 percent of his business.

So What’s the Bottom Line?
Neither Mount nor OrthoHelix was willing to reveal 

how much RAM Precision is paid for manufacturing 

the DR Lock plate. No one at the clinic was either able or 

willing to tell me what they paid for the plate, but Lewis 

of OrthoHelix said it usually runs between $800 and 

$1,800, depending on the size of the plate and screws. 

Finding out what I was charged was a bit easier. 

The Crystal Clinic billed my insurance company 

$3,850 for the surgery, $1,727 of which was the 

cost of the implant. The rest was the surgeon’s fee, 

anesthesiology, operating room fee and medications. 

Insurance paid the clinic 63 percent of what it asked: 

$2,457 for the entire, of which $1,088.01 was for the 

implant.

My insurance company wouldn’t talk about how it 

negotiates with suppliers, but I asked a former col-

league of mine in the industry if this was standard 

reimbursement. He declined to talk specifics, but 

offered me some insights.

“There is no such thing,” he said. “We negotiate 

differently with different providers. Some of them 

want to play hardball and others accept what we give. 

What we pay just depends partly on that.”

Reporter’s note: My wrist and I are well; our health-

care system remains broken.

SOUTHWICK & MEISTER, INC.
OVER HALF A CENTURY SERVICING THE SWISS-AUTOMATIC INDUSTRY

Specializing in the manufacturing of

COLLETS, CARBIDE GUIDE BUSHINGS, BARLOADER COLLETS & ALLIED TOOLING

for all

SWISS TYPE AUTOMATICS

We still have a number of customers that we started with in 1952.
We feel this is a positive reection on our engineering service, consistent quality

and timely deliveries that we have provided over the years.

ALLIED TOOLING INCLUDING PRECISION 5-C AND 16-C COLLETS

MPC collets and holders (ER style), ISCAR insert tooling, brazed tool bits,
knurling tool holders, cam blanks, pushrods, ags and replaceable tips, ESCO collets,

bushings, wire guides, feed roll sets and tool bit blanks.

Meriden, Connecticut 06450-0725
Phone: (203) 237-0000 • Fax: (203) 634-4509 • www.s-mcollets.com

BARLOADER COLLET HEADSTOCK COLLET GUIDE BUSHING PICKOFF COLLET
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4235 West 166th Street, Oak Forest, IL  60452          www.graffpinkert.com

Graff-Pinkert & Co., Inc.

phone  708-535-2200  fax 708-535-0103

Wickman and Index Tooling Specialists
Tooling: Complete assortment of new and used spare parts and attachments.
In stock: Threading, pickoff, pusher tubes, cross slides, holders, conveyors, etc.
New and used:  pickoff collets, feed collets, high speed drilling, chasing attachments, 
thread rolls, dieheads, air cleaners and more

Shop Graff-Pinkert online
              for web exclusive listings and prices

http : / /s tores .ebay.com/graf f -pinkert-screw-machines

Over $1,000,000 
of spare parts

in stock on our fl oor
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WICKMAN
5/8" 6-spindle, thdg., pickoff, 1971-88 (8)
1" 6-spindle, 1960-1992 (9)
1" 8-spindle, 1980
32mm 8 spindle, 1997
1-3/8" 6-spindle, 1967-1979 (3)
1-3/4" 6-spindle, 1965, 1993 (10)
1-3/4" 8-spindle, 1970
2-1/4" 6-spindle, 1962, 1973-79 (3)
3-1/4" 6-spindle, 1973,
6-5/8" 6-spindle, 1979
5-5/8" 6-spindle, 1978,

ACME
7/16" RA6, 1970
1-1/4" RB8, 1981
1-5/8" RBN8, 1979, thdg., pickoff
1-5/8" RB8 thdg., pickup ‘68-72 (5)
2" RB6, 1979
2" RB8, like NEW 1978, ‘66
3-1/2" RB6, heavy recess, ’66
2-5/8" RB8, 1990, 1979

CNC INDEX
G200, 1997, Index
G300, 1997, Index
ABC 60mm Index ‘96
MS25, 1990 Index (3)

SCHUTTE
SF51, 1985

AF32, DNT, 1998 (2)
SF26, 1979
SF51 PC

CNC SWISS
Star SR-20, 1998
Citizen L-25 1998

BROWN & SHARPE
00-R/S 1/2" B&S 
#2 1-1/4" 1974 B&S
#2 1-5/8" 1975 B&S

DAVENPORT
3/4" thdg., pickoff, longbed (4)
3/4" 2000, Tamer 
3/4” thdg., pickup, 1977-66 (8)
Noise Tamers

HYDROMATS
Pro 20, 1999
HW 25-12, 1994 
HB45-12, 1996
HB45-16, 1989 - ‘97
HS16, 2001
CNC 36/100 HSK tool spindles w/2-axis 
CNC fl ange and valves w/ 6-axis CNC, 
new in 2006.
VE 20/80 QC unit
26/80 QC unit
40/80 unit

RISMAT
8 Station 2001

EUBAMA
S-20, S-12

ESCOMATICS
D9 (2), 1995
D6SR (2)
D-2, D-4, D6SR 

MISCELLANEOUS
Davenport Noise Tamer (1)
Acme Recess 3-1/2 RB6
Davenport slotting- $1,850
2 5/8" RB6 spindle bearings
New repair parts- 3/4 RA8, 1-5/8 RB8
Reed B-13 thread roll attachment (3)
3-1/2 RB6 thdg. attachment
IMG recess 1-5/8" RB6 (2)
C&M Wickman pickoff 1" and 1 3/4"
Davenport cross drill, pos. 3 or 4
Hydromat recess unit and fl ange
Davenport straddle mill
Siemens varispeed motor off Wickman
Wickman thread chasing 5/8" – 3 1/4"
Wickman pickoff 1" and 1 3/4" x 6

current inventory

WICKMAN AND INDEX          ASK FOR OUR IN-HOUSE PARTS EXPERT

Serviceman available with machine purchase. All machines can be equipped with threading, pickoff or thread chasing. As you want it.

Cathy Heller   Wickman and Index Parts manager 

Phone  708.535.2200      Fax  708.535.0103
sales@graffpinkert.com.
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Maier Power

Maier U.S.A    24 Town Forest Road Unit 3     Webster, Ma. 01570     508-671-0055     www.maierusa.us

• 7.5 HP Main and Sub Spindle.
• 2.2 HP on all “Live Tools”.
• 4 turret models to choose from, E series, F1, F2 and F4 series.
• Full “C” axis on all turrets, no need for angle mounting plates.
• “E” series – 16 position turret, “all live”, up to 26 live tool positions.
• “F” series – Up to 3 turrets (F4), 40 tool positions, all “live” capable.
• Up to 4 tools “in the cut” simultaneously.
• 9000 lbs. concrete polymer machine bed, super stable and vibration free.
• Option - Remove guide bushing to work directly from spindle chuck.
• Full 2 year warrantee, machine and control.
• GE Fanuc 31it Control – all options turned on.
• Fanuc “Alpha” series servo motors with .75 G acceleration.
• Mechanical spindle locking – Main and Sub for “heavy milling”.
• Capable of “thread whirling” at high helix angles.
• 18" Headstock Stroke Available.
• Made in Germany.
.

Maier Power

SEE US AT

EASTEC
BOOTH #

1269
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Dear Shop Doc,

I have an older CNC Swiss with a Fanuc control that doesn’t support rigid 

tapping. We have trouble holding consistent thread depths and also have 

had trouble with breaking taps when the operator forgets to set the feed 

rate override switch to 100 percent or if they don’t pay attention when 

running in single block mode. Is there a better tap holder available or 

some other solution this problem?

Holding on

Dear Holding on,
Change the way you program the tap. If the opera-
tors are able to break taps in single block or with 
the feed rate override setting, then you must be 
using G01 mode to program the tapping cycle. In-
stead, use a G32, which most people only consider 
for single point threading. Using G32 for tapping 
has several advantages; the feed rate override is 
disabled, the feed rate is more closely synchro-
nized to the spindle rotation and the single block 
function is disabled while in G32 mode.

Use either a fl oating tap holder (tension only), 
or a tension/compression holder. A tension/com-
pression holder will compress toward the shank 
as well as pull out away from the shank. In most 
applications a simple tension only or fl oating tap 
holder will give the best repeatability for tap depth.

For example, take a 20-pitch thread that is 
5/8” deep. If you are not using a compression 
holder, you don’t want to jam the tap into the work 
because you could cause the tap to chip or break. 
Instead, use a feed rate that is 90-95 percent of the 
pitch. To calculate the inch per revolution feed rate 
use the following formula: (1/pitch) x 0.95 = IPR 
feed rate. In this case 0.05 (1/20) x .95 = 0.0475 
IPR. You also need to calculate your tapping depth 
at 95 percent since the tap will fl oat out by 5 per-
cent: 0.625 (5/8") x 0.95 = 0.5938".

Your program should look like this:

•  T2121; (Call up tool and offset)

•  G97 M03 S500; (Direct rpm mode, 
spindle on clockwise at 500 RPM)

•  G00 X0 Z-.1; (Rapid traverse tap to 
spindle centerline and 0.100" away 
from part face)

•  G32 Z0.5938 F0.0475 M05; (Threading 
mode on, feed to a Z depth of .5938, 
spindle off)

•  G04 P250 (Dwell for 1/4 second)

•  M04 Z-.1 F0.05; (Spindle on counter-
clockwise, feed at 100 percent of thread 
lead)

•  G04 P500 (Dwell for 1/2 second)

•  G00 X3.15 T0 M5 (Rapid traverse mode, 
“X” to 3.15”, cancel offset, stop spindle)

The M05 on the fi rst G32 line takes effect after 
the programmed “Z” depth is reached. Make 
sure you start far enough away from the face of 
the part to allow the Z-axis to accelerate up to 
speed and to accommodate any offset.

Dan Murphy

Tsugami REM Sales

With Noah Graffshop doc
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Dan Murphy is a regional sales manager for Rem Sales LLC., a U.S. Tsugami distributor. 
He can be reached at dmurphy@remsales.com.

 

Today’s Machining World’s 

“Shop Doc” column taps into our 

vast contact base of machining 

experts to help you fi nd solutions to 

your problems. We invite our readers 

to contribute suggestions and 

comments on the Shop Doc’s advice. 

If you consider yourself a Shop Doc 

or know a potential Shop Doc, please 

let us know. You can also check out 

the TMW online forum at 

www.shopdocforum.com.

Have a technical issue you’d 

like addressed? Please email 

noah@todaysmachiningworld.com. 

We’ll help solve your problem, 

then publish both the problem 

and solution in the next issue 

of the magazine.
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Paths of Northwest passage and 
Northern sea route.
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How viable is the Northwest Passage for shipping 
today?
RW:  Today’s Northwest Passage is not that viable. The real 
action is actually going to be over the Northeast Passage or 
Northern Sea Route (see map). The Northwest Passage could 
also be interesting, but it’s full of islands. Ice predicting mod-
els suggest that the Northeast Passage is going to open fi rst. 
If current trends continue, some scientists in the United States 
say that the entire Arctic Ocean could be ice-free during the 
summer by 2013. 

If the ocean does become ice-free could shipping 
times be reduced? 
RW:  Say you’re sailing from the Nagoya Port in Japan, export-
ing automobiles to Rotterdam, the biggest port in Europe. 
Your current route heads south past Taiwan through the South 
China Sea, around Singapore into the Malacca Strait, across 
the Indian Ocean, through the Red Sea, then the Gulf of Aden, 
around Somalia, through the Suez Canal, across the Mediter-
ranean, through the Strait of Gibraltar, north into the Atlantic 
and then to Rotterdam via the English Channel. You could save 
more than 40 percent of that journey if you sail straight across 
the Arctic. And, you’re not going through the Strait of Malacca 
or Somalia where piracy has been a problem.

How will this impact manufacturers?
RW:  Think about it from a global supply chain perspective. If you 
have a long supply chain, you require your customers to carry 
more inventory in ships. Say it takes 30 days right now to go from 
Japan to Rotterdam, you cut that by 40 percent and reduce it 12 
days. That’s 12 days of inventory that your customers don’t have 
to purchase in advance if they have a just-in-time supply chain.

An opening Arctic will also present a lot of new opportuni-
ties for manufacturers. Suppliers of components for ice-class 

vessels or oil rigs, such as heating coils and de-icing equip-
ment could see a lot of growth opportunities as the melting 
icecap opens the way for increased Arctic commerce.

Which countries claim to have the rights to these 
routes, and which ones dominate? 
RW:  Russia, Canada, the United States, Denmark (via Green-
land), and Norway are the main Arctic players. Russia has 
over half of the Arctic coast, so it certainly dominates from a 
geographic point of view. As far as resources, a U.S. Geologi-
cal Survey report suggests that over 20 percent of the world’s 
“undiscovered oil reserves” lie north of the Arctic Circle. So far, 
the Russians have done more drilling than anybody else in the 
Arctic and they’ve found a lot of natural gas. 

Some ships are already traveling through the Arctic 
passages today, correct?
RW:  That’s right. A few have even completed Trans-Arctic 
transits—they’ve gone across the entire Arctic. There’s a lot 
of activity north of Russia and Norway in the Arctic, in the oil 
and gas industry. The world’s largest nickel mine is in northern 
Russia, and the nickel is exported via the Arctic on ice-class 
vessels. Red Dog Mine, the world’s largest zinc mine, is in 
Alaska and exports its ore by sea. Fishing is another area, and 
don’t forget tourism. People want to see the Arctic icecap 
before it melts. 

Are you most interested in the new shipping paths or 
the natural resources?
RW:  I think that both have the potential to dramatically 
change the level of commercial operations in the Arctic. The 
natural resources will likely be developed fi rst, but you can’t 
completely separate them, because transportation of resourc-
es will most likely be maritime.

one on one Interviewed by Noah Graff

Global climate change is rapidly melting the Arctic icecap, enabling some ships 

to fi nally travel over continents, both through the legendary Northwest Passage 

over North America and a Northeast Passage over Eurasia. We interviewed Dr. 
Rockford Weitz, who leads the Arctic Futures Initiative, a consulting group 

advising businesses on how to capitalize on the effects of the melting Arctic icecap. 
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Botek Type 43A drill head. This is a BTA 
solid drill head with indexable inserts and 
guide pads. It is available in diameters from 
150 to 350 mm (about 6" to 14"). Illustration 
courtesy of Botek USA, Inc.

Illustration courtesy of Botek USA Inc.
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A deep hole has a depth-to-diameter ratio of more than 
20. It could be 1 mm in diameter and 2" deep, or a 6" hole 
that’s 35 feet deep. One hundred times diameter is com-
monly done. Depths of 200 to 300 diameters are achiev-
able, said Ed Kays, president, Kays Engineering, Marshall, 
Mo., manufacturer of DeHoff and Eldorado deep drilling 
machines. It takes some effort, but is not unheard of; it’s 
just paying attention to details, he said. 

Drilling
Deep To dig a 35-foot-deep hole, 

you need a 35-foot drill.

You’re probably accustomed to drilling holes with depths up to, say, fi ve times their diam-

eter, or maybe, with the latest special drills, up to 15 or even 20 times diameter. But what if 

you have a customer who gives you a print for a foot-long part with a quarter-inch hole all 

the way through 48 diameters? Then you’re getting into deep-hole drilling. 

A pull counterbore tool.

Illustration courtesy of BTA Heller Inc.

Though many consider it a mysterious process, deep-
hole drilling is still metal cutting. But it poses unique chal-
lenges. It requires special tools and in many cases, special, 
dedicated machines. 
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Gun Drilling
For a smaller diameter hole like a quarter-inch hole a foot 
deep, you should use a “gun drill.” 

A common type of gun drill consists of a shaft with a 
V-shaped groove, or fl ute. The cutting oil or fl uid is fed 
through the tool to the cutting edge and exits through 
the V-groove, carrying the chips with it. Gun drilling is 
commonly used for holes in the range of 0.5 mm (about 
0.020") to two inches diameter. To help keep the drill 
straight, you would use a drill bushing to guide it into the 
part, or provide a pilot hole.

Gun drilling was invented more than a hundred years 
ago to provide straight, precise gun barrels. It is suitable 
for holes from about half a millimeter (about 0.02") to 2" 
in diameter. Hole depths can be 100 diameters or more. 

A gun drill, by its geometry, limits the area available for 
cutting fl uid fl ow and chip evacuation. Typically the cutting 
fl uid passes through one or two holes in the shaft of the 
drill. It exits through the V-groove, which is usually 20 – 28 
percent of the cross-sectional area of the drill, says Tom 
Swansiger, vice president, Technidrill Systems Inc., Kent, 
Ohio, manufacturer of deep drilling machines. You might 
need 1 horsepower (hp) for cutting, but perhaps 5 hp to 
pump the fl uid at pressures in the range of 300 psi to 
2000 psi.

Dedicated gun drilling machines are available, but gun 
drills can also be used on conventional machines, as long 
as the cutting fl uid pressure and fl ow rate are suffi cient. 
For example, Swiss type automatic screw machines can 
easily incorporate gun drilling. Typical applications include 
hydraulic system components and medical devices, such 
as bone screws, said George Bursac, general manager, Star 
CNC Machine Tool Corp., Roslyn Heights, N.Y., manufac-
turer of CNC Swiss type automatic lathes. Though gun 
drilling tends to be a slow process, a Swiss machine can 
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how it works

perform other operations while the gun drilling is going on. 
It’s a very effi cient way to get the job done, he said. 

Gun drilling is perfect for some applications, but to 
handle larger diameter holes and provide faster cutting 
speeds, you’ll need a different type of drilling system.

BTA or Single Tube System
In the 1930s in Germany, a new technology was developed 
for deep-hold drilling to handle larger sized holes, called a 
“single tube system” (STS) or BTA system (for “Boring and 
Trepanning Association”—see also “trepanning,” below). 

The BTA drill consists of a drill head, a drill tube, a fl uid 
induction unit and associated fi ttings and supports. The 
drill head has cutting edges (often indexable inserts) and 
passages for the cutting fl uid to fl ow through. In addition, 
the head has guide pads, which ride on the newly cut ID 
of the hole and help keep the drill going straight. The drill 
head is mounted to a drill tube, which acts as both the 
shaft of the drill and a return conduit for the cutting fl uid 
and chips. 

Above: Star 12-axis Swiss type 
automatic lathe, with three turrets, 
allowing three tools to cut simultaneously. 
Illustration courtesy of Star CNC Machine Tool Corp.

Below: Gun drills. 
Illustration courtesy of Botek USA Inc.
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Activating Your Ideas. . .

... in 303 HSTTM stainless steel bar. Engineered to optimize machining 
performance in high-volume screw machines, 303 HST delivers superior surface finish and 
product consistency when using high-speed steel tooling. 303 HST is available in cold-drawn 
round bar and hex bar from 3/16” through 1” in diameter. 

Outokumpu is a global leader in stainless steel. Our vision is to be the undisputed number one in stainless, with success based on 
operational excellence. Customers in a wide range of industries use our stainless steel and services worldwide. Being fully recyclable, 
maintenance-free, as well as very strong and durable material, stainless steel is one of the key building blocks for sustainable future. 
     What makes Outokumpu special is total customer focus – all the way, from R&D to delivery. You have the idea. We offer 
world-class stainless steel, technical know-how and support. We activate your ideas at www.outokumpu.com/stainless/na.
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Above: Deep drilling machine with covers retracted to show workpiece. To make oval-shaped holes, fi rst one hole is drilled, then it is fi lled with a 
piece of bar stock and the second hole is drilled. This allows an uninterrupted cut on the second hole.       Photo courtesy of Kays Engineering.
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In a BTA system, cutting fl uid comes in through a fl uid 
induction unit that seals against the face of the part. This 
unit also functions as a drill bushing to support and align 
the drill. The fl uid fl ows in through the space between drill 
tube and the ID of the hole. In the cutting area the fl uid 
picks up the chips and then fl ows back out through open-
ings in the face of the drill, exiting through the inside of the 
drill tube. 

BTA drills are used on dedicated deep-hole-drilling 
machines, which provide the necessary spindle horsepower 
and high-pressure/high-volume fl uid fl ow. BTA systems are 
typically used to drill deep holes from about 5/8" to about 
20" in diameter, said Jim Rose, president of Botek USA 
Inc., Roselle, Ill., a tool manufacturer. 

This type of system will drill fi ve to six times faster than 
gun drilling, said Mark Sollich, president, BTA Heller Inc., 
Troy, Mich., a tool manufacturer.

Ejector, or Two Tube System
The “ejector,” or two-tube system, was developed by Sand-
vik. It does not require a dedicated deep-hole machine and 
can be installed on a lathe or other horizontal machine, such 
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as a boring mill or machining center. Two concentric tubes 
carry the cutting fl uid and act as the drill’s shaft. The cutting 
fl uid fl ows into the part between the inner and outer tubes. 
At the cutting area, it picks up the chips, and then carries 
them out through the inner tube. A unique feature of an 
ejector system is that some of the incoming fl uid fl ows out 
through a venturi arrangement, which produces a suction 
effect to help evacuate chips and cutting fl uid from the drill.

Because an ejector system can be retrofi tted onto an ex-
isting machine, it offers a relatively low cost way to provide 
deep-hole drilling.

Trepanning
Instead of making a hole by cutting all the metal into chips, 
trepanning (pronounced TREE-panning or treh-PAN-ing) 
removes a solid core of material by cutting around it. This 
is an advantage when cutting expensive alloys, as the solid 
core can be used to make other parts, or, if it is recycled, is 
more valuable than chips. The trepanning head is com-
pletely hollow, and the cutting process is similar to the 
BTA/single tube system, but it requires less spindle power, 
as it cuts less material at each revolution. Trepanning is 
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HIGH PRECISION 
isn’t just for small parts

FLOOR TYPE 

TABLE TYPE

T - TYPE

• Spindles from 4” to 7” diiameter

• Horizontal travels up to 49 ft.

• Vertical travels up to 16 ft.

• Up to 135 HP spindle drives

• Turcite or Hydrostatic Way Systems

• Plain or Rotary Tables, Floor Plates

• Tool Changer - up to 80 tools

WMW Machinery offers an assortment of heavy duty horizontal 

boring mills for precise and economical machining of medium 

and large complex parts.

Don't compromise when you need 
a little more (or less). . .

We will gladly CUSTOMIZE to meet your special 
requirements.

WMW MACHINERY COMPANY
44 High St.  •  West Nyack, New York 10994
845-358-3330  •  Fax: 845-358-3850
info@wmwmachinery.com

WMW also offers knee-type milling machines, vertical and horizontal lathes, roll grinders, 
radial drills, and rotary grinders.  Please visit our website at www.wmwmachinery.com
for details.

more common for drilling larger holes, 6" in diameter and 
up, said Jeff Price, sales manager, Entrust Tool & Design 
Co., Inc., Menomonee Falls, Wis., manufacturer of Unisig 
deep drilling machines.

A Black Art?
Deep hole drilling has a reputation of being a mysterious 
process. It is cutting metal, the same as any other machin-
ing process, but it poses plenty of challenges. The cutting 
is going on where you can’t see it—it could be 10 feet or 
more inside the workpiece. Experienced operators can 
detect problems or changes in the process from subtle 
changes in sound. Load monitoring is widely used to quick-
ly alert operators to problems. 

“We’ve been doing deep hole drilling for a long time,” 
said Ron Klas, plant manager, Carlson Tool & Manufactur-
ing Corp., Cedarburg, Wis., a shop specializing in deep 
hole drilling. “And there are a lot of tricks to it, like grinding 

our own gun drills to get them to do what we want.”
Deep-hole drilling is not a black art. It’s not different 

from any other machining. “People just don’t know a lot 
about it,” said Kays. It’s the same combination of man, 
machine and equipment as other processes. You need to 
have “good equipment, good tools and pay attention to 
details,” Kays said.

“The machines and the tooling go a long way toward 
making the process work,” said Sollich, but “it is an art, 
and a good operator can make or break your process.” 

Price pointed out that there is no place to learn how to 
do deep drilling except on the job. “If we could ship an 
operator with each machine, we could sell a lot more of 
them,” he said. 

Chip Control
It comes down to chip control, said Klas. Cutting metal is 
cutting metal, even if you can’t see the tool or the chip. The 
critical part of deep hole drilling is getting the chips out of 
there. Different technologies have been developed to take 
care of accurately cutting the metal and effectively evacuat-
ing the chips. If you don’t get the chips out of there you’ll 
ruin the tool and the part.

how it works

HIW_0509.indd   Sec1:6 5/7/09   1:20:19 PM



Above: Removing a workpiece after trepanning.             Photo courtesy of Carlson Tool & Manufacturing Corp.

Above: After trepanning, the core is inside the drill. 
Here it is being removed.
Photo courtesy of Carlson Tool & Manufacturing Corp.

Above: The trepanning tool.  
Photo courtesy of Carlson Tool & Manufacturing Corp.

Above: The trepanned workpiece and its core. The 
core can be used to make other parts, or it can be 
used for metallurgical analysis. The workpiece is 22" 
in diameter, the hole is 10.125" and the core is 6.84" 
diameter.  Photo courtesy of Carlson Tool & Manufacturing Corp.
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At startup on a new part, or even a new piece, said Sol-
lich, the operator will start with the recommended feed and 
speed. Meanwhile, a helper stationed by the chip exhaust 
port catches chips in a strainer. Depending on what the 
chips look like the operator makes small adjustments to 
produce chips that will fl ow well, increase feed or reduce 
rpm if the chips are too long, or increase the rpm to thin 
out the chip.

If even one chip gets stuck in the drill throat or else-
where, it can cause a logjam of chips. The drill heats up, 
the piece is ruined and you have to take out the drill and 
dig out the chips. 

So chip control is critical, and for every part you have to 
dial in the feed and speed to make the chips the right size 
and shape. Small changes in feed and speed can mean the 
difference between success and disaster. 

Holding Tolerances
When drilling normal holes, drill wander is not usually an 
issue. However when you are drilling deep holes, even a 
little bit of deviation adds up. You can expect to hold toler-
ances like these for the hole’s variation from centerline:

–  Rotating tool/stationary part:  0.001"/inch
–  Stationary tool/rotating workpiece:  0.003" – 

0.005"/foot
–  Tool and workpiece rotating in opposite directions:  

0.001" – 0.003"/foot
If the dimensions and location of the deep hole are criti-

cal, as they often are, you have to make accommodations. 
One approach is to drill a slightly undersized hole halfway 
from one side of the part, and halfway from the other, and 
then use a special counterboring tool designed to be pulled 
through the part. If the hole location tolerance is extremely 
tight, you can drill the hole in the raw stock and then ma-
chine the rest of the part based on the hole location. 

Drill vibration may harm tolerances and surface fi nish, 
so it is important to support the long drill to minimize this 
effect. The rule of thumb, Kays said, is you need to support 
the tool every 40 diameters, so for a 0.25" tool, you’ll need 
a support every 10 inches, or closer for higher feed rates.

FIND MACHINES and MORE!

how it works
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Applications
Of course, gun drilling and the other deep-hole technol-
ogies are still used for making barrels for weapons, from 
small fi rearms to the giant guns mounted on battle-
ships. And from there, the applications for deep holes 
diverge in every direction. Some examples:

•  Aerospace: hydraulics, landing gear components 

•  Automotive: crankshafts, other components—
  lubrication holes

•  Oil drilling: long drill tubes, other parts for 
  downhole applications

•  Earthmoving equipment: wheels, hydraulics

•  Marine: large propeller shafts, drilled out to 
  save weight

•  Medical: bone screws, dental and surgical instruments

•  Metal processing: heavy-wall or non-standard tubing 
  made from bar stock, custom diameters reamed 
  in standard tubing.

•  Plastic molding: machines and molds—heating/
  cooling liquid passages 

•  Power generation: heat exchangers, boilers

Bringing Deep Hole Drilling In-house
You can always subcontract out deep drilling to a shop 
that specializes in it. If you fi nd you are getting a lot 
of requests for deep holes, or think the capability will 
benefi t your business, consider making the investment 
for in-house production.

The ability to drill deep holes can add value to your of-
ferings and make your shop unique, said Price. “Regard-
less of the region of the country, there is a need for deep 
hole drilling. If you can fi ll that niche, it’ll generate work 
for the rest of your machining operation.” 

“We’ve had more than one person buy these ma-
chines to generate work for their turning machines,” 
said Price. Doing your own deep drilling can shorten 
delivery time, he said, as turnaround time for sending 
out parts for drilling might be three to four weeks turn-
around at a busy specialty shop. 

Even a smaller machine capable of drilling a 2.5" hole 
60" deep could do the trick, Price said. Bear in mind 
that the cost is much more than a lathe because there’s 
a lot more horse power, he said, and the necessary high 
coolant pressure and fl ow rate add cost.

An ejector, or two-tube system, can be retrofi tted on a 
lathe, horizontal boring mill or other horizontal ma-
chine. This is not a simple or inexpensive process, 
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Botek USA Inc.:  www.botekusa.com 

BTA Heller Inc.:  www.btahellerinc.com 

Carlson Tool & Manufacturing Corp.:  www.carlsontool.com 

Entrust Tool & Design Co.:  www.entrusttool.com 

Kays Engineering:  www.kays-dehoff.com 

Sandvik Coromant US:  www.coromant.sandvik.com/us

Star CNC Machine Tool Corp.:  www.starcnc.com 

Technidrill Systems Inc.:  www.technidrillsystems.com 

Contributors to this article:

Deep hole drilling catalog:  
www.coromant.sandvik.com/us, Click on Products > 
Drilling > Deep Hole Drilling > Deep hole drilling catalog

Internal profi ling video:  
www.btahellerinc.com/internalprofi ling.php 

Single-fl ute gun drill video:  
www.botekusa.com/sfg_video.html 

For more information:

as the system requires a high-horsepower spindle and 
its own high-pressure/high-fl ow coolant system in ad-
dition to the drill tooling. However, installing a retrofi t 
ejector system would be far less costly than acquiring a 
dedicated deep drilling machine, said Curtis Cole, drill-
ing product specialist at Sandvik Coromant U.S., Fair 
Lawn, N.J., a tool manufacturer.

As of early this year, the deep-hole-drilling machine 
manufacturers interviewed said their business was good. 
Deep holes require special equipment and expertise, but 
the capability for drilling them could give you another 
value-added service to offer customers in industries that 
are still showing growth in these diffi cult times. 
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I must cut off 260 mm of 3 mm spring steel generated from 

coil stock. The tensile strength of the steel is 200,000 lbs. per 

square inch. The straightness requirement is 0.005" per inch. 

I must make a groove at the end of the part. Quantity: 20,000 

per week.

I have been told by some sources that the part can be run 

on an Escomatic, but others say that the part would be prob-

lematic because of its length and straightness, and it would be 

diffi cult to get tools that would last. Others say that the part 

should be cut off on one operation and the groove should be 

put on with a second machine.

I am looking to run the part on one machine but I will settle 

for a two-machine solution if I must. Tool life is an issue with 

this material so I need an optimal tooling package.

—Puzzled

Dear TMW Readers,

RFQ

Submit your answers via email to emily@todaysmachin-
ingworld.com or fax to 708-535-0103. The person with the 
best answer will receive a prize, and their solution, name 
and company name will be published in Today’s Machining 
World. Entries must be submitted by June 5th 2009.

If you would like to submit your own RFQ contact Emily 
at the above email.

RFQ_05_0609indd   2 5/7/09   1:51:46 PM
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The explanation for China’s high growth goals relates to 
China’s development model. The Chinese economy relies 
on capital-intensive industries, especially those involving 
large state-owned enterprises and export-related produc-
tion companies. These industries require big investments 
in facilities and machinery, leaving less money for higher 
wages and new employees. Thus, much of the country’s 
economic gain winds up in physical assets rather than 
employee pockets. China needs growth of around eight 
percent, most policy makers and economists say, just to 
keep people employed.

The government’s stimulus plan, with its emphasis on 
infrastructure investment, will put many people to work 
directly on infrastructure projects and in related industries 
such as steel, concrete and raw materials. With this added 
boost, the government may reach its eight percent goal, or at 

least come close. But the investment in infrastructure, even if 
it provides eight percent growth, will do little to address the 
underlying weakness in the Chinese growth model, namely, 
its dependence on capital-intensive industries. 

The government’s plan for fi nancing the stimulus 
greatly complicates the situation. The central government 
has budgeted only about a quarter, around 1.2 trillion 
Yuan (US$ 175 billion) of the stimulus money needed. 
The rest of the fi nancing must come from local govern-
ments and bank lending. But local governments are facing 
severe budget constraints due to the struggling property 
markets, which serve as their major funding sources. This 
leaves bank lending as the primary source for funding the 
country’s stimulus package.

China’s banking sector has undergone ambitious reform 
in recent years, and many banks are now listed on inter-
national stock markets. The government is now asking 
the country’s banks, in their new market-oriented incar-
nations, to fund policy initiatives. They responded with 
a record-breaking 1.87 trillion Yuan (US$ 188 billion) in 
new loans in March. For the banks, the loans are sensible 
because infrastructure-related industries are dominated by 
large state-owned enterprises (SOEs), which enjoy the im-
plicit backing of the government. Banks can make loans to 
such companies with limited risk assessment procedures 
and expect those loans to be repaid, either by the SOEs or 
by the government. 

China’s leaders have a seemingly crazy goal for their country’s economic growth this year: eight 

percent. The goal is ambitious to say the least. The country’s real estate and capital markets were 

cooling off months before the global fi nancial crisis went into high gear last September, and 

growth slowed to 6.8 percent in the fourth quarter of 2008. Policy makers have a plan, though, 

which involves 4 trillion Yuan (US$ 585 billion) in stimulus spending. But with the World Bank 

forecasting a global economic contraction of 1.7 percent this year, one might wonder why Chi-

na’s leaders are aiming so high. The answer is simple: the absolute necessity for jobs.

China Bets on a Hard Eight

ChinaBy Thomas Clouse

“Policy makers are trying to keep 

fi nancial channels open for the 

private companies, but their 

options are limited.”

China_05_0609.indd   2 5/7/09   1:15:37 PM



May/June 2009

Private companies, which tend to be more labor 
intensive, are riskier clients. The stimulus plan could 
then crowd out some of the funding for those com-
panies. Policy makers are trying to keep fi nancial 
channels open for the private companies, but their 
options are limited. Ironically, if they want the banks to 
maintain their market focus, government projects and 
SOEs are still the safest bets.

China’s banks are in healthy shape, especially when 
compared to their counterparts around the world, 
and there may be enough funding to keep all of them 
afl oat. But the government needs to reduce its depen-
dence on banks as vehicles for its policy objectives. 
The process obscures the costs of the stimulus plan 
and complicates any evaluation of its progress. More 
importantly, the bias toward capital-intensive indus-
tries props up an economic model that is reaching the 
limits of its effectiveness. 

The current crisis offers China an opportunity to 
move to a more sustainable model, one in which low-
er overall growth can provide new jobs. The govern-
ment is taking advantage on some fronts, investing 
more heavily in education, health care and pension 
reform. Such investments will offer some employ-
ment opportunities and, more importantly, will free up 
personal savings to stimulate domestic demand. But 
to effectively address the issue, the government needs 
to reduce its reliance on fi nancing from the country’s 
banks and allow these banks to continue evolving 
toward their ultimate function, effi ciently fi nancing the 
country’s private sector.

“The government is taking 

advantage on some fronts, 

investing more heavily in 

education, health care and 

pension reform.”

How it Works 
by Barbara Donahue
Broaching

Product Focus
Cutting Tools

Into the World 
of Spare Parts 
by Daniel Margolis

Coming in the 
July/August 2009 
issue of TMW

China_05_0609.indd   3 5/7/09   1:15:46 PM
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product focusproduct focus The following are companies who can 
be seen at the Eastec 2009 Showcase

Staying competitive in a tough economy couldn’t be more critical. Since 1979, the EASTEC 

APEX (Advanced Productivity Exposition), has been part of the East Coast manufacturing 

landscape. Eastec can provide valuable insights into technologies, methods and management ideas 

to keep your business in business. The 2009 Eastec Show will be held May 19 to May 21 in 

Springfi eld, Mass. Visit www.sme.org for more information.

GF AgieCharmilles 
Eastec Booth# 1253
GF AgieCharmilles will showcase the FO 350 S, a diesinking 
EDM from the company’s “Speed Edition” range. The FO 350 S 
allows users to increase productivity and enables fi ne, shiny 
surface fi nishes (<– 0.4 μm) of unmatched homogeneity. 
With the movement speed of the Z-axis multiplied by two 

(295 inch/min) and acceleration increased by fi ve (197 in/s2), 
the FO350S excels in “blade” type applications and pre-
roughed 3D cavities. 

For more information, please visit GF AgieCharmilles at Booth 1253.

productfocus_0509.indd   1 5/6/09   1:17:18 PM
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    The Hardinge Group
Eastec Booth #1333
Hardinge will introduce their new Super-Pre-
cision Quest CHNC turning center. Offered 
with a 27 mm 5C collet-ready spindle or a 
42 mm 16C collet-ready spindle, the ma-
chine is designed for high accuracy and 
quick job changeover to meet the increasing 
demands of the medical, aerospace, defense 
and computer/electronics industries. This 
next generation design confi guration allows 
the use of top plates and tooling used on 
thousands of previous generation CHNC 
machine installations worldwide. 

For more information, please visit Hardinge 
at Booth #1333.

Toyoda Machinery
Eastec Booth #1351
Toyoda Machinery will showcase technology 
from its horizontal and vertical machining 
center lines inside the Eastec booth of regional 
distributor, Yamazen. Toyoda’s FH400J is its 
smallest and most economical HMC yet. De-
signed with a 15,000 rpm spindle, the machine 
is well-suited for high-speed applications. The 
2.4 second chip-to-chip time delivers improved 
production. Its compact footprint makes the 
FH400J ideal for job shops and companies with 
limited fl oor space.

For more information, please visit Toyoda Machinery 
at Booth #1351.

productfocus_0509.indd   2 5/6/09   1:18:21 PM
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    BIG Kaiser Precision Tooling Inc.
Eastec Booth #5244
Kaiser is introducing the new CKN modular connection—a 
tool connection available for large tools with lightweight 
aluminum components. CKN utilizes a high clamping 
force, three-screw connection between steel connectors 
and aluminum couplings, which allows for high torque 
transmission on large, modular tool assemblies. This new 
system offers weight reductions up to 50 percent with 
equal cutting performance compared to tool combinations 
made solely of steel. 

For more information, please visit BIG Kaiser Precision Tooling 
at Booth #5244.

Need Special Tools?

No Problem!
For over 90 years the Detterbeck’s have been solving,

Special Tool Requirement Problems.

You don’t last that long without doing it right!

Lester Detterbeck Enterprises Ltd.
3390 U.S. East
Iron River, MI 49935
1-800-533-3328   Fax 1-906-265-6195

productfocus_0509.indd   3 5/6/09   5:29:41 PM
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REGO-FIX
Eastec Booth #5449
REGO-FIX® will display a lineup of Swiss quality toolholding 
solutions including the company’s revolutionary powRgrip PG 
system which uses a toolholder and collet to generate the high-
est clamping force in the industry while still 
maintaining a T.I.R. of less than 0.0001". 
The system is ideal for high speed 
machining applications and gives 
customers the ability to clamp 
tool shanks ranging from 0.2 mm 
up to 1" in diameter. 

For more information, please visit 
REGO-FIX’s at Booth #5449. 

FANUC
Eastec Booth #1205
The new FANUC iMed wire EDM machine is confi gured 
for continuous-duty production of parts such as aerospace 
components, medical instruments, and implants. The iMed 
is a workhorse EDM that combines high performance, low 
operating costs, and ease of maintenance. It uses economical 
brass wire (0.004" – 0.012" standard) and comes with many 
standard features that are options on competitive machines, 
including a heavy-duty anti-electrolysis power supply, an en-
ergy-saving inverter-controlled DI chiller, AC servo-controlled 
water level for the work tank, and state-of-the-art FANUC 
310i-WA CNC. 

For more information, please visit FANUC at Booth #1205.

ALMCO KleenTec, Inc. 
Eastec Booth #2028
ALMCO KleenTec, Inc. has expanded its line to include a spiral-bot-
tom round bowl unit with a unique full-circle baffl e that keeps parts 
in the media mass constantly for faster, more precise processing. The 
Model SBB-12, to be demonstrated at the Eastec exhibit of ALMCO’s 
northeast representative, New England Sales, has a 12-cubic-foot, 
urethane-lined tub for parts protection. Other spiral-bottom models 
available have tub capacities of 8 and 15 cubic feet; custom-designed 
models can have capacities up to 100 cubic feet.
 

For more information, please visit ALMCO KleenTec, Inc. at Booth #2028.

productfocus_0509.indd   4 5/6/09   1:19:28 PM
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PartMaker Inc.
Eastec Booth #5322
PartMaker Inc. will demonstrate the most recent version 
PartMaker® CAD/CAM software for CNC Mills, Lathes, 
WireEDM, Turn-Mill Centers and Swiss-type lathes. The 
improvements in PartMaker technology from Eastec 2008 
to 2009 represent the single largest leap in PartMaker 
technology in one year since the launch of PartMaker in 
1994. The latest version of PartMaker gives users the abil-
ity to carry out programming directly on a solid model. In 
PartMaker, a solid model can now be directly integrated into 
the programming window and tool paths can be assigned 
directly to the solid model. 

For more information, please visit PartMaker Inc. at Booth #5322.

109 Scott Road, Waterbury, CT 06705
phone: (203) 753-2114 fax: (203) 756-5489

email: sales@sommatool.com

CALL TODAY FOR OUR FREE TOOLING CATALOG

www.sommatool.com

• Heat treated and ground
• Standard bar sizes in 
   stock, can also be made 
   to your specifications
• Use only what you need 
   for each job

Economical – Minimum Waste!
• Available in M2, M42, 
   T15PM and 76PM high 
   speed steel
• For those who have wire
   EDM equipment

Visit us

at EASTEC

Booth #5560

productfocus_0509.indd   5 5/6/09   1:19:39 PM



Siemens Energy and Automation, Inc. 
Eastec Booth #2041
Siemens will focus on turnkey solutions for the job shop 
and aerospace market segments and will exhibit its newest 
innovations in CNC motor and drive technology as well as a 
new and innovative solution for CNC training. The featured 
SINUMERIK 840D solution line is a universal and fl exible 
CNC system featuring the innovative SINAMICS S120 drives 
that can be used for up to 31 axes. It is a distributed, scal-
able, open and inter-connecting system offering a wide range 
of specialized functions for milling, drilling, turning, grinding 
and handling technologies.

For more information, please visit Siemens Energy & Automation, Inc. 
at Booth #2041.

product focus
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Looking for a forum to get answers quickly to your technical problems? 

Go to the Today’s Machinging World Shop Doc Forum to get answers fast.

Check it out at www.shopdocforum.com  

You can read TMW online before it’s even printed!

www.todaysmachiningworld.com
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Jimmy Hunt of Global Shop 

Solutions in The Woodlands, TX; 

Richard M. Hanus of Lockrey 

Manufacturing in Toledo, OH; Greg 

Tetrick of Cass Screw Machine 

Products in Minneapolis, Min-

nesota; Roger Stillman of Metric 

& Multistandard Components 

Corp. in Hawthorne, NY; Francois 

Cottet of F.C. Swiss Revision in Big 

Bear City, CA; George Zabele in 

Elernon Center, NY; Greg Murray of 

Rhinestahl Corp. in Cincinnati, OH; 

Tanner Mayhew of Vektek, Inc. in 

Emporia, KS.

Who’s on Fire?

Match Cross Answer

Puzzle found in the March 2009 issue

Worm Trip
A worm crawls along the edges of a box 
measuring 2 by 2 by 3 centimeters. What 
is the longest distance the worm can 
travel without retracing any of its steps?

think tank
Send in your answer—quick!  

Fax Emily at 708-535-0103, or email 
emily@todaysmachiningworld.com

thinktank_0509.indd   Sec1:2 5/7/09   1:41:06 PM
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  June 
2nd to the 4th 

June 
9th & 10th

Scottsdale ,  AZ
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ad index

21  ACCUTRAK Link with the pros in knurling and roll forming. 
Contact us at 800-433-4933 or visit www.accu-trak.com. 

27   AMSCO Stocks a large variety of parts and tools for B&S, Daven-
port, Acme, New Britain and Lipe Bar  Feeds. Call 800-832-6726. 

42  BOSTON CENTERLESS Supplier of round bar material and 
grinding with unmatched quality. Call 800-727-CSME 
or visit www.bostoncenterless.com. 

55  COMEX Swiss CNC & cam experts. Large stock of automatics, 
attachments and replacement parts. “Turnkey” including training. 
AMEA-CEA certifi ed appraisals. 

53  CUSTOMER SERVICE SOLUTIONS Low cost fi re protection 
services. Machine fi res happen, protect  yourself with Firetrace. 
Call 585-472-6294 or visit www.cssfl ys.com. 

14-15  DETROIT AUTOMATIC TOOLING World’s largest stock of 
supplies and repair parts for multi- spindle automatics. 
Visit www.detroitautomatic.com. 

4  EATON STEEL Producers of cold drawn steel bars and distribu-
tor of hot rolled steel bars. Call 800-527-3851 
or visit www.eatonsteel.com. 

30-31  GRAFF PINKERT Specialists in multi-spindle automatic screw 
machines and rotary transfers. Call 708-535-2200 
or visit www.graffpinkert.com. 

28  HOFF HILK Auction services. Visit us online at www.hoffhilk.
com or call 612-521-5500. 

9  HURCO A global automation company designing & producing 
computer controls, software & machine systems. 
Call 800-634-2416 or visit www.hurco.com. 

2  ISCAR Supplier of precision carbide metalworking tools, carbide 
inserts, end mills and cutting tools. Call 817-258-3200 
or visit www.iscar.com. 

53  LESTER DETTERBECK Manufacturer of special cutting tools, 
tool blanks, cams and tool holders for  the turned parts industry. 
Call 1-800-533-3328. 

43  MACHINETOOLS.COM Connecting the machining community. 
Visit www.machinetools.com. 

32  MAIER Maier Power! Call 508-671-0055 or visit www.maierusa.com 
for more information on Maier’s machines. 

68  MARUBENI-CITIZEN-CINCOM, INC. A joint venture com-
pany—Marubeni Tokyo & Citizen Watch Co., Ltd., builder of 
precision Swiss-type lathes. 

3  NEXTURN-TYLER MACHINE COMPANY The CNC Swiss 
machine leader. Call 603-474-7692 or visit www.tylermachine.com. 

49  NSK Upgrade you machines to fl exible, multi-purpose machining 
centers. Call 800-585-4676 or visit www.nskamerica.com. 

39  OUTOKAMPU An international stainless steel company. 
Visit www.outokampu.com. 

6  PARTMAKER PartMaker Inc, a Division of Delcam Plc. PartMaker 
Software is the world leading  CAM system for automating the 
programming of multi-axis lathes and Swiss-type lathes. Contact  
PartMaker Inc. at www.partmaker.com or toll free at 888-270-6878. 

56  RAY H. MORRIS Trusted supplier of OEM parts and tooling for 
all your machining  needs. Call 800-243-0663 
or visit www.rayhmorris.com. 

67  SCHÜTTE A whole new approach to CNC multi-spindle machin-
ing. Call 517-782-36 or visit www.schuttermsa.com. 

47  SCIENTIFIC CUTTING TOOLS Always on the cutting edge. 
Call 800-383-2244 or visit  www.sct-usa.com. 

21  SLATER The broaching experts. Call 586-465-5000 
or visit www.slatertools.com. 

55  SOMMA TOOL Broaches, dovetails, hollow mills, quick-change 
insert tooling and more. Experience  honest-to-goodness service. 
Visit www.sommatools.com. 

61  SOUTHWESTERN INDUSTRIES Productivity equipment for 
small lot milling and turning. Visit www.southwesternindustries.com. 

29  SOUTHWICK & MEISTER Man. of collets, carbide guide bush-
ings an allied tooling for ALL Swiss-type automatics. 
Call 203-237-0000 or visit www.s-mcollets.com. 

17  STAR The industries most complete line of advanced Swiss-type 
CNC machines. Visit  www.starcnc.com. 

45&57  TODAY’S MACHINING WORLD Visit www.todaysmachining-
world.com for online Swarf, additional  product news, videos and 
more. 

65  TOS Wide range of horizontal milling and boring machines. 
Call 615-773-3688 or visit www.tos-trade.com. 

50  TRUSTY COOK Maximize machining control with patented 
urethane CNC spindle liners. Call 877-240-2462 
or visit www.unist.com. 

41  WMW MACHINERY CO. Manufactures machine tools, markets a 
line of WMW HECKERT Production Milling Machines, and imports 
and distributes a broad range of heavy-duty fl at bed lathes and 
radial drills. Visit www.wmwmachinery.com. 

10  ZPS AMERICA Offers a wide range of vertical and horizontal 
machining centers, high power horizontal lathes, plus 5-axis vertical 
turning lathes. Call (847) 487-4353 or visit www.zpsusa.com for 
more information.

adindex_0509.indd   1 5/7/09   3:03:34 PM
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sales & service

www.mistcollectors.com
Tel: 1-800-645-4174

OIL MIST & SMOKE 
IN YOUR SHOP?

ARE YOUR 
FLOORS SLIPPERY 
AND DANGEROUS?

Great For Swiss CNC’s
and Screw Machines

sales & service

Your ONE-STOP source for Wickman repair, 
attachment and tooling needs. 

HUGE inventory  on our Oak Forest, IL fl oor! 
Over $1,000,000 new and used IN STOCK 

for immediate delivery.

NO IMPORT DUTIES - NO OVERSEAS FREIGHT BILLS  NO 
CHARGE FOR TECHNICAL PHONE SUPPORT. 

Need it next day? NO problem!

G r a f f - P i n k e r t .  I n c .

Contact Cathy, Greg or Manny!  708-535-2200  parts@graffpinkert.com

ONSITE - PUBLIC AUCTION SALE - WEBCAST
PRECISION SCREW MACHINE PLANT

24 DAVENPORT AUTOMATIC SCREW TO 1994

4 ACME GRIDLEY AUTOMATIC SCREW MACHINES

(5) CENTRIFUGES - TOOLROOM - INSPECTION

PLYMTRON INDUSTRIES, INC.
9 ALDRIN RD., PLYMOUTH, MA

Tuesday May 19th at 10:30 AM
Photos - Catalogue - Terms - Directions - Info

Visit  www.JosephFinn.com

INSPECTION:  Mon., May 18th 9:00 AM - 5:00 PM

TIRED...
THINKING OF SELLING?

I have several
European companies

looking to purchase U.S. job shops
preferable location Southern U.S.

• Cam Operated

• Single & Multi Screw Machines

• CNC Operations

Leave E-mail address, phone #, & best time
to be contacted to ensure maximum condentiality.

Inquire in
strictest condence to:
replynow@yahoo.com

shophardinge.com
It's easy to order 
Hardinge products

online!

classified_0509.indd   Sec1:3 5/7/09   2:30:06 PM
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sales & service help wanted

NEED A NEW JOB?
NOW HIRING!

Don’t Rely on any Tom, Dick or Harry!

LSI Manufacturing Solutions
Has placed more people in the Swiss CNC Industry 

than any other Firm! New Jobs Daily! More Satis ed 

Companies, More Satis ed Candidates!

Too Many Job Openings to List!

Send Your Resume Today!

When You Need the Best,

Contact
Lance Solak    Bill Kubena
LSI MANUFACTURING SOLUTIONS

Ph. 330-273-1002  Fax 330-225-3985
Jobs@LSIJOBS.com

See www.LSIJOBS.com for the 

Largest Selection of Swiss CNC and

Screw Machine Job Listings in the USA!

The USA’s Leading Firm Staf ng the

SWISS CNC & SCREW MACHINE INDUSTRY!

help wanted  

Connecting Companies and Job Seekers!

Skilled Trades  ~  Engineering  ~  Management  ~  Quality Control  ~  Sales  ~  Technical  ~  Administration

Your Largest Source for Career Opportunities and Recruitment Services in the 
Precision Machining, Screw Machining and Swiss CNC Industries!

View All New Openings at  

www.MRGCareers.com
Contact Tom Medvec

(330)722-5171  fax (330)722-7360
Recruiter@MRGCareers.com

Proven Results at Improving Careers For Over 20 Years!

MORE JOBS  ~  MORE CONTACTS

JOB OPPORTUNITIES

RAY H. MORRIS CO.
The Industry Leader

Parts, Tooling, 
Accessories, Davenport, Brown & 

Sharpe, Multi & CNC
Tempered Sheet Steel Round 

Edge Flat Wire

800-243-0662
www.rhmorris.com

Hardinge Collet Pads-
Any Quantity All Styles 
and Sizes-New or Used

Contact:
of ce@autoscrewamsco.com

AutoMatic Screw Machine Tool
& Supply Company

call 734-812-3930 or 800-832-6726

Wanted

WMW HECKERT MILLS

SALES - PARTS - SERVICE

845-358-3330
 www.wmwmachinery.com

WMW MACHINERY

classified_0509.indd   Sec1:4 5/7/09   2:30:37 PM



64 Today’s Machining World

sales & service

classifi eds

  www.greentechnologies.biz
  Non-marring Feed Fingers & Pushers

  for All Automatic Screw Machines
                    815.624.8011 
          Green Technologies, Inc.

  Since 1942

Wayne Products Inc.
Web: www.wayneproducts.com

Email: info@wayneproducts.com

Chip Recycling System
Prab complete system – 5000 lbs/hr

Premelt; crusher, wringer & conveyors - 2200 lbs/hr
Williams; crusher, wringer & conveyors - 6000 lbs/hr

Prab 40" continuous wringer; Tolhurst 26" wringer

Late Model Coolant Filters:
Barnes; Filtertech; D.E. Smith; Henry; Hydromation

Complete Systems 10-2000 gpm In Stock

Mist Collection Systems:
Torit & Farr; machine-mount & central systems

Phone:

(216) 433-7171

AM INDUSTRIAL
Cleveland, OH

Email: sales@amindust.com

Immediate
Open Time on:

HYDROMAT 1-3/4” CAP 12 & 16
CNC SWISS – W/Bar Loader

CNC Index ABC – W/Bar Loader
CNC Miyano – W/Bar Loader

CNC Brown & Sharpe
Davenport, Acme, New Britain, Cone

No quantity too small or too large
500 pieces to 100,000,000 pieces

Please call or send RFQ to 
Jack Steuby

(314) 895-1000
Fax: (314) 895-9814 for prompt, 

competitive JIT quotation

John J. Steuby Co.
6002 North Lindbergh
St. Louis, MO 63042

email: sales@steuby.com Web:
www.steuby.com

Fourway 
Machinery

Sales Co.

Partial Inventory:
 1"-6 1945 thru 1983

 1-1/4-6 1942 thru 1980

 1-5/8-6 1940 thru 1960

     ¾-8 1966 & 1969 reconditioned

 1-1/4-8 1977 rebuild in process

 1-5/8-8 1967 thru 1976

Call us and we’ll quote you one of the 
many machines on our fl oor!

Standard or custom washer 
and dryers built for your needs. 
Many options available: heated, 

oil skimmer, blow off etc.

Fourway has a wide selection of new and 
surplus repair parts for all your screw 

machines through the years.

We are overstocked in B&S and 
Acme parts and castings!

Ask for Joseph

Ph: 517-782-9371
Fax: 517-782-0021

3215 Gregory Road
Jackson, MI 49202
www.fourway.com

Family Owned Since 1963

Acmes, Brown & Sharpe Bar 
Machines & Chuckers

Let us recondition or rebuild 
your machines to your specs.
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A WIDE RANGE
OF HORIZONTAL MILLING & BORING MACHINES

TOS TRADE NORTH AMERICA, 1023 Benton Harbor Blvd. 
Mount Juliet, TN 37122-2250  TEL: (615) 773-3688  FAX: (615) 773-3687 
rappleby@tos-trade.com & tostrade@prodigy.net 
TOS TRADE CANADA INC., 415 Industrial Dr. Milton, ON L97 5A6 
Tel: (905) 878-0888  FAX: (905) 878-9022  tostrade-cnd@tos-trade.com

TOS Trade is a TOS VARNSDORF COMPANY

WHQ 13 CNC
Spindle Diameter 5.12
Spindle Speed 10-3,000 RPM’s
Spindle Stroke 34.5
Full Rotary Tables Available up to
70.86 X 98.42
Table Loads up to 44,000 lbs.
Travels:
X to 196.85
Y to 118.11
Z to 87.74
Main Motor 50 HP

WRD 150 Q Floor Mill
Spindle Diameter 6
Spindle Speed 10-2,500 RPM’s
Spindle Stroke 34.5
Feed Range 1-8,000mm (315)
RAM Z 39.37
+Spindle W 34.5
Y Travel to 157.48
Main Motor 81 HP
Auxillary Rotary Tables Available
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I talk to owners of manufacturing fi rms and the companies 
who service them and most people are singing the blues. 

Big news. The mood is sober at best and often profoundly 
depressed.

I fi nd myself getting caught up in sadness and negativity, 
knowing in my cognitive brain it is unproductive. But unfortu-
nately, my gut does not think. Pain is contagious. When I talk 
to negative, depressed folks all day, I fall into the trapdoor 
of sleepless nights and joyless days. Self-doubt is easily 
reinforced by the newspapers that refl ect their own failing 
businesses in their headlines.

I feel like I am bouncing on an emotional trampoline every 
week. A glimpse of good news lifts me 10 feet high, only to 
quickly fall to the elastic cords. I know that everybody has 
their moods, but I not only experience them, I monitor and 
assess them. My ups and downs are constant companions 
living like organs in my body.

As I look back on my business career and my creativity 
paths I see constants during my growth spurts. When I’ve 
been hot I’ve been more connected to positive people than 
when I’ve been cold. 

For close to 20 years I had a friend and mentor named 
Bel Small. Bel was a contemporary of my father’s, starting 
up in the machinery business after World War II. He built a 
successful used machine tool operation capitalizing on his 
brilliant analytical talents. In the early 1980s he had a big fi re 
at his warehouse in Chicago and decided to exit the inven-
tory business to do consulting, appraisals and investment 
counseling. He was a self-taught investing guru and was able 
to sustain his lifestyle without the machinery business.

Bel and I became very close friends. I met 
him for lunch once a week and talked to him on 
the phone often. After he moved to Florida we 
conversed by phone at least twice a week. Talk-
ing to Bel was business therapy. We discussed 
the problems of the day, and he helped me 
through the friction that heats up the life of 
most family businesses.

I know my father was jealous of the close 
bond I developed with Bel, but he was smart 
enough not to disrupt a relationship which was 
obviously helping our business. I used Bel to 
forge consensus between my Dad, my brother 
Jim and myself. His clarity always helped clear 
the fog of doubt.

Bel Small died about 10 years ago at 80. I’ll 
never forget the moment he told me on the 
phone that he was terminal. I was devastated, 
though not shocked because the sounds of lung 
cancer had been evident.

Bel’s voice has stayed in my head even 
though we cannot talk anymore. In times of 
self-doubt I often ask myself what Bel would 
say. And the beauty is that I can hear his answer 
clear as day.

“Stay in the game, Lloyd,” he would say. 
“Things will get better. Do what you have to, 
just stay in the game.”

Thanks, Bel. I still need that.

Lloyd Graff

Stay in the Game

afterthought

“When I’ve been hot I’ve been more 

connected to positive people than when 

I’ve been cold.”
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We develop solutions for your production needs.
517.782.3600 ext. 10
info@schutteusa.com 
www.schutteusa.com

Multi-Spindle Automatics
Production Tool & Cutter Grinders

The       Family of CNC Precision

CNC Multi-Spindle

CNC Tool & Cutter Grinder
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