Turret Press Opens

Window of Op

portunity

for Appliance Supplier

A long-time supplier

of porcelain-enameled
and stamped appliance
parts turns to sheetmetal
fabrication—and a new
servo-electric turret
punch press—to keep up
with evolving demands
for shorter part runs
and frequent
engineering changes.

BY BRAD F. KUVIN, EDITOR

around the appliance industry for a
quarter of a century. He has seen
engineering change after engineering
change, year after year, come down the
supply chain from customers such as
Whirlpool, Maytag and other industry
icons. The firm he helped launch in
1983, Porcelain Metal Corp., Louisville,
KY, quickly became a well-known and
respected supplier of deep-drawn enam-
eled steel parts for dishwashers, ovens
and other kitchen appliances. In March
2007, the firm, since renamed S&S
Porcelain, Inc., became a Mapes LBH
company, and recently has invested in
new sheetmetal-fabricating technolo-
gy to expand beyond its stamping and
deep-drawing roots.
“We’ve been noted for years for our
deep-draw capabilities,” says Sprinkle,
highlighting the company’s equipment
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The new servo-motor-driven turret press at S&S P0|-'celain features a 50 by 50-in.

table with a 22-station turret, and a 20-ton electric punch drive that, according
to Murata Machinery representatives, provides all of the advantages of hydraulics
without the mess. It boasts what is reportedly the industry’s first servo-motor-

controlled ram drive.

list, which includes a 1000-ton hydraulic
press as well as two 500-ton hydraulic
presses and several large-bed mechan-
ical presses. Half of the S&S Porcelain
95,000-sq.-ft. facility houses metal-
forming operations, with the other half
reserved for finishing lines. Nearly
everything the company fabricates is
either painted or porcelain-enameled.

Too Much Die Rework Leads
to Soft-Tooled Fabrication

“We began noticing a few years ago
a significant increase in the number of
engineering changes from our cus-
tomers, which then triggered a lot of
costly die alterations,” says Sprinkle.
“Implementing die changes can be quite
time-consuming and costly—includ-
ing the inventory buildup of parts, tear-
ing a die down and rebuilding it, then

performing trial runs and making
adjustments before getting back into
production.”

To avoid that costly process, Sprinkle
noted a trend toward soft-tooled metal
fabrication as a means to meet the rap-
idly evolving designs for appliances. It
became clear to him that in order to
remain a primary supplier in the appli-
ance industry, he needed to broaden
S&S’s horizons. That brought an invest-
ment, in September 2007, in a new CNC
turret punch press.

“Any engineering changes would take
our stamping tooling out of production
for anywhere from six to 12 weeks,”
Sprinkle says, “creating significant
scheduling and inventory-control chal-
lenges. Customers began to hedge on
investing a lot of money in hard tooling
for parts that they knew would have a
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limited life cycle. Instead, they started to
look to suppliers that offered soft-tooled
metal fabrication for production.

“Some of our customers began ask-
ing for smaller lot sizes and wanted
more variability in their part designs,”
continues Sprinkle. “We were begin-
ning to get left out on some quotes
where metal fabrication—turret press-
es and press brakes—started to be the
preferred production method. But when
we brought the turret press in to work
in concert with the press brakes we
already were operating, a lot of oppor-
tunities opened up for us.”

Servo-Electric Punch
Press to the Rescue

The new servo-motor-driven turret
press, from Murata Machinery USA,
Charlotte, NC, is a Motorum-2044EZ
model. It features a 50 by 50-in. table
with a 22-station turret, and a 20-ton
electric punch drive that, according to
Murata Machinery representatives, pro-
vides all of the advantages of hydraulics

S&S employs the new turret punch press to fabricate parts that tend to be quite
complex, requiring frequent tool changes by the turret. Many parts require

12 different punch tools, making holes in diameters from 0.094 to 2-plus in.
Many parts also require very minute detailing—radiuses and angles.

without the mess. It boasts what is
reportedly the industry’s first servo-
motor-controlled ram drive, and was
designed specifically to be the “extra
machine” needed to take the load off of
over-burdened lasers and serve as a pro-
totype and low-volume machine for
stamping houses such as S&S.

In the six months or so that S&S has

been operating the new turret press,
it’s been able to book enough work to
run the press at about a 60 percent
uptime.

“This is work we would have lost to
a fabricator,” says Sprinkle, “because
the part runs are too low for stamping.
We found we were beginning to become
just a metal finisher on some work,




where fabricators were sending us
punched and formed parts. So we had
just a piece of the pie. Now, thanks to
the turret press, we have the whole pie.”

Asked to delineate how work routes
to either stamping or fabrication oper-
ations, Sprinkle explains that any jobs
requiring more than 50,000 pieces/yr.
would likely be hard-tooled. The turret
press, so far, has been running smaller
parts such as brackets for appliance
control panels at volumes in the neigh-
borhood of 1000/month. Sprinkle has
programmed about 20 different parts
for the turret press.

“I do all of the programming, includ-
ing nesting parts on the 4 by 8-ft. (typ-
ically 0.048-in.-thick) sheetmetal
blanks,” he says. To run a nested sheet,
the machine operator on the plant floor
simply enters the nest number into the
CNC and loads a sheet onto the press
bed. He runs one part and takes it to
quality control for a dimensional check,
then, with approval, goes ahead and
runs the lot. Punched parts route to a

hydraulic 8-ft. Cincinnati CNC press
brake for forming.

Becoming Programming
Proficient

“No one here had ever programmed
or operated a turret press,” says Sprinkle,
asked to describe any specific challenges
to getting the new press up and running,
“but thanks to the ease of programming
(of both the nesting software, SigmaN-
est from SigmaTek Systems, Cincinnati,
OH, and the machine’s CNC) we were
able to get up and running in one
month after installing the machine.

“The parts we’re making on the tur-
ret press can be quite complex, requir-
ing frequent tool changes by the turret,”
continues Sprinkle. “Many parts require
12 different punch tools, making holes
in diameters from 0.094 to 2-plus in.
Many parts also require very minute
detailing—radiuses and angles. And
while we’re not doing any forming yet
with the press, we’re quoting a large
oven-panel job that will require the

press to form gusset beads.

“There are all kinds of opportunities
for us to do more with this machine,”
Sprinkle continues, including working
to develop more efficient sheet nests
and tweak blank sizes to improve on
material utilization. He also is working
to program his nests so that during
punching and nibbling operations, the
parts will be more securely held in the
sheet, and then broken out of the sheet
by the operator at the end of the run.

“There are some nests we run that
require us to slow the press down to pre-
vent the parts from being shaken out. I
need to go back and tweak the pro-
gramming so that we can run faster,”
Sprinkle says.

With his two-year return-on-invest-
ment goal seemingly within easy reach,
Sprinkle adds, “I'm very pleased with
the press and how easy it has been for us
to get up and running so quickly, and to
bring in so much work for it in such a
short time. I hope to purchase a second
turret press later this summer.” MF




