Committed to adding
state-of-the-art stamping
equipment to their ever-
expanding production
facilities, the management
team at Henderson
Stamping has learned well
the benefits of servo press
technology. Its third servo
press, added to the stable
earlier this year, ensures
the ability to meet an
appliance-OEM customer’s
need for 10.5 million
stamped parts/yr.
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The latest press to hit the production floor at Henderson Stamping: this 220-ton gap-
frame servo press (an Aida DSFC1-2000A), the third servo press added since 2020,
fed by a 25,000-1b.-capacity coil line from CWP that can process much larger coils than
most of the firm’s other progressive-die presses.
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ers—kick plates, door covers and control panels, for example—can make

or break showroom sales. So, when it comes to stamping said parts, the
pressroom technology in play must be state of the art, providing precision,
repeatability and—yes—productivity.

The management team at second-generation family-owned Henderson Stamp-
ing, Henderson, TN, epitomizes the return on investment from employing the
latest metal-stamping technology to serve the appliance market. As noted on
the stamper’s website, “Henderson Stamping knows that before your first part is
ever made, it is vital to design a plan that will eliminate any possibility of shipping
non-conforming products. Utilizing advanced quality planning tools, control
plans, process-flow charting and PPAP, (we) evaluate and understand your
stamping needs and expectations. (We) then implement a manufacturing process
that ensures production of a quality product that meets expectations.”

Launched in 1981 in a 4000-sq.-ft. building, with presses less than 200 tons
and a focus on assembly as well as stamping, today Henderson Stamping boasts

D ecorative metal trim on appliances such as cookstoves and dishwash-




Servo Press Serves Up Sizable Productivity Gains

more than 125,000 sq. ft. of manufac-
turing space ameng twe plants, and
anether 40,000-sq.-ft. warehousing/ship-
ping facility. It counts 20-plus produc-
tien lines, including several robotic-
transferlines, with press capacity from
4510 1200 tons.

“We're 65-percent appliance, with
the restin automotive, heavy truck and
HVAC,” says company president Clay
Perter, sen of the company’s founders
Jimmy and Betty Perter. “We've made
concerted efferts to diversifyin the last
5 te 6 years, yet mere than half ef our
stamped parts are decorative stainless-
steel appliance components.”

Annual Part Volumes
in the Millions

In additien to its decerative stain-
less-steel business, Hendersen Stamp-
ing also precesses tons ef mild steel—
think brackets and other structural
cempenents that custemers erder by
the milliens. Which brings us to the
latest press to hit the productien fleor
at Henderson Stamping, a 220-ton gap-
frame servo press (an Aida DSF-C1-
2000A), the third serve press added
since 2020. This latest press additien
earned Porter’s trust when he landed
an impertant new preject fremaleng-
term customer.

“I'd been werking te land this pro-
gram fer several menths,” he says, “call-
ing for 10.5 millien stampings/yr. for
a key appliance custemer. We seught
te add a press (late in 2020) that we
ceuld dedicate nearly entirely to this
specific job, te ensure that we'd have
the capacity te meet the custemer’s
needs witheut taking anything away
frem ether customers and prejects.
Aida was able to previde (in March
2021) the perfect press for the jeb,
including the control package we
seught. It shipped and installed the
pressinjusta matter of menths. Their
team knocked it out of the park.”

The part in questien: an ovenbrack-
et (approximately 8 by 1 in.) stamped
frem 0.030-in.-thick mild steelina 10-
station progressive die. Why a servo
press?

“I certainly see serve as the way ef
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the future,” Perter says. “I'm 38 years
eld and plan en doing this fer anether
30 years, so when I loek to buy equip-
ment, I want it te perform well, and
last a leng time. And, when we've
moved existing work from cenventienal

“We’ve shifted our
focus from increasing
press speed to
keeping the presses
fed with material,
including fine-tuning
our coil-line
changeover process.”

presses to servo, we're, in some cases,
increasing streke rate by four to five
times.”

Triple the Stroke Rate

Case in peint: a gusset plate
stamped fer a dryer tep that ence ran
at 40 strekes/min. in a 110-ton con-
ventienal mechanical press, which new
runs in pendulum mode in the new
Aida servo press at 134 strekes/min.
Se, when it comes te stamping the new
brackets for which Perter specifically
purchased the new press, “we’re at 110
strokes/min.,” he says, “but expect te
reach 130 strokes/min. once we install
seme new part-out sensers te verify
that we're successfully moving stamped
parts eut ef the die.”

With such a netable increase in
press speed, Perter now faces chal-
lenges that other stampers implement-
ing servo press technelogy may receg-
nize. Mest notably: The press runs
threugh coils ef sheet metal much
mere quickly cempared te stamping
with a conventienal mechanical press.

“We've shifted our fecus frem

increasing press speed te keeping the
presses fed with material,” Porter says,
“including fine-tuning eur coil-line
changeever precess. And, for thisnew
pressandour ether servo presses we've
specified state-of-the-art ceil lines.”
For the new Aida, Hendersen
Stamping added a 25,000-1b.-capacity
ceil line from CWP that can precess
much larger ceils than most of the
firm’s other progressive-die presses.
The line is rated fer a maximum 24-
in. ceil width, with a minimum 16.5-
in. cere diameter and 60-in. maximum
coil @D. The line includes a leveler
rated fer24-in. material with maximum
sheet thickness of 0.187 in., and can
level as much as 100 linear ft./min.

Press Specs

As fer key press specs, the DSF-CI-
2000A beasts 58 in.-tens of working
energy at 0.2 in. from stroke bottom,
with a 9.8-in. streke length, 17.2-in.
die heightand 57.9 by 33.1-in. bolster
area. “Mest impertantly, though,”
explains maintenance supervisor Jeey
Puckett, “is the Allen-Bradley contrel—
it's superior te anything else we have
here. Fer example, we're not limited in
terms of the number of pregrammable
limitswitches (PLSs) that we can imple-
ment, while seme of our ether presses
only allew us te implement six er eight
PLSs. In addition, we use Allen-Bradley
elsewhere in the plant, so eur mainte-
nance technicians are well-versed in
hew te work with the press contrel.
Finally, we easily can interface the press
with our other equipment te help us
track part ceunts, quality and press
uptime.”

Per Reckwell Autematien, using its
centrol platform fer serve press appli-
cations prevides “a smart serve press
selutien based on an open, config-
urable design cencept as a cest-eftec-
tive alternative. Derived frem off-the-
shelf contrel system cempenents and
technelegy, the selution enables (stam-
pers) to cenfigure an infinite number
of metion profiles, restricted only by
precesser memory. A smart serve press
solutien uses a single control platform
fer legic, motion and safety control,
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which speeds machine design. An inte-
grated platform also gives workers bet-
ter visibility to all machine events—
including safety. When it comes to
safety functionality, a smartservo press
solution can extend beyond the press
itself to include front-of-line and end-
of-line tooling, such as stackers,
destackers, decoilers, and loading and
unloading automation. This equipment
can be integrated into the same con-
troller running the press in smaller
applications—or interlocked and syn-
chronized with the press controller
over Ethernet/IP. So, the tooling at the
front or end of the line can leverage
the same advanced safety motion com-
mands and profiles in the press con-
troller project.”

New Press Overcomes
Camber Challenge

While pendulum mode on the servo
press has Puckett excited about the
increased stroke rate, he is keenly aware
of the other benefits provided by servo

press technology. Among them: the
ability to restrike in a progressive-die
station to obtain tightdimensional tol-
erances, and to stamp higher-strength
materials and control reverse tonnage,
increasing die life.

But to further highlight the unique
capabilities of the serve press, Puckett
points to a recently run job on material
that came into the facility with an
unusually high amount of camber—
“material we likely would have returned
to the supplier had it not been for the
capabilities of the servo press,” Puckett
shares.

The job at hand: running a non-
piloted die, “where all we do is pull a
fixed length of stock, 0.075 in. thick,
from the coil and add a few features
to the ends,” he explains. “Without a
pilot, if you open the feed rolls on the
feeder to allow the material to recenter
itself in the feed rolls, then you lose
the positioning of the strip. With the
servo press, I setit up so that we close
the die until the punches contact the

material, then I slow the press to 10
percentofits linear-motion speed and
it essentially grabs the material and
slowly cuts through. During this cut
stroke we open the feed rolls to allow
the material to recenter, and then close
the feed rolls to finish the cutting stroke
in the die. It takes 0.3 sec. to cut
through, but we have enough time to
open the feed rolls, close them while
allowing the material to recenter in the
feeder and then allow the next part of
the strip to feed up, once the press
returns to itsupstroke. And, we can do
all of this without binding the cam-
bered material inside of the die or
wadding it up in the feeder.

“In the end,” Puckett says, “we were
able to process a coil that we likely
would have thrown away or rejected,
and get it set up and run at a speed
much faster than if we had used a con-
ventional mechanical press. We ran the
entire coil in 24 min., compared to
what would have taken a solid 4 hr. to
fight with otherwise.” MF
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