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PURPOSE:
Forming Systems, Inc. was established to
provide technical assistance, sales, service,
and training for world leading producers of
machinery and accessory equipment for wire
forming and spring making industries.
MISSION STATEMENT:
Forming Systems, Inc. is dedicated to
providing our customers with the best possible manufacturing option by supplying
leading global technologies for the wire
forming and spring making industries. Forming Systems Inc. will provide excellence in
products, service, and value.
MARKETS SERVED:
• Spring Making
• Spring Testing & Analysis
• Spring Grinding
• Wire Forming
• 2-D Wire Forming
• 3-D Wire Forming
• Tabletop Benders for Wire & Strip
• Wire Forming & Welding Systems
• Wire Form w/ Automated
Secondary Operations
• Ring Coiling
• Spring Grinding
• Vision Inspection and
Gaging Systems
• Ovens-conveyor, box, spiral

• Jaykase Manufacturing Company’s
programmable tabletop bending machines
have revolutionized small order and
prototype production with their all new
CNC tabletop benders. With the push of
a button, operators can select from up to
30 pre-programmed bends. Up to 9 programmed bends can be made in sequence.
Coiling, RH bending, LH bending, acceleration, unwind, and adjustable home
position are all now possible with no stops
to set. It’s as simple as dialing in the bend
angle.
• OMAS, a leading designer and builder
of state of the art 3-D wire forming machines for complex wire forms, high speed
multiform machines for wire and strip
material, and ring coiling
machines for automatic
production of wire rings, flat rings, and
welded rings. Machines are capable of
TIG as well as Butt Welding.

all data acquisition including SPC, R&R,
CPK, and calibration.

SAS CTV 1600

• T. Butler Engineering Ltd., provides
leading edge technology for high-speed
automated production of complex wire
forms and springs, eliminating the need for
costly secondary operations. Applications
include automotive components (brake
springs, seating, lumbar, retainers, rods,
etc.), medical, bedding forms & springs,
lawn equipment, and more. TBE recently
introduced the MULTIBEND series of
multi-axes wire forming machines utilizing
AB Control Systems. Forming Speeds have
increased up to 30%.

PRODUCTS & SERVICES
• HTC Spring Machinery, a world leader
in design and development of high speed
spring and wire forming machines. HTC
specializes in precision 2, 4, 7, 9, and 12
axes CNC production machines for the
manufacture of compression, extension,
garter, torsion, double torsion springs,
and wire forms. HTC is recognized for
superior performance,
service, reliability, and
continuous product
development.
Wire range: .02mm–12mm.
• HSI specializes in the production of accessory equipment for the spring industry.
HSI’s extensive line of support equipment
includes conveyor ovens, box ovens, and
spiral ovens used throughout the world
by leading spring making
companies. HSI is also recognized for their complete
line of payoff reels, part collectors, spring
testers, spring gages, and part sorters.
60

OMAS CEB-1100

• OMD sets the standard for spring grinding machines used throughout the world.
OMD provides world
class crush, downfeed, and wet grinding machines for the finest wire sizes up
to 100mm (4") wire diameter.
• Spring Analysis Systems, Inc. (SAS)
designers and developers of technologically advanced spring testing & analysis
machines, automated spring testing systems, and digital imaging systems used for
part measurement, pitch tracing, E1 & E2
measurement, perpendicularity, and concentricity
measurement. Systems
are available for compression, extension,
deflection, and torsion testing. Vision and
testing equipment includes software for
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TBE MULTIBEND series machine

• Whitelegg Machines Ltd., a leader in 2D
CNC Wire Forming & Welding machines,
offers a wide range of CNC benders
for wire ranging from .078” to .393”.
WHITELEGG Machines are used the
world over for production of formed and
welded wire products. Markets include
welded frames, welded rings, fan guards,
and many additional shapes.

COMPANY PROFILES
Fall Issue.
Full and half page
advertisers receive a
complimentary Company Profile in a special
bound section of the Fall
issue.

Spotlight On Wire Handling
by Michael McNulty, Editor
Wire Forming Technology International

A & D TRADING LLC
3435 South Main Street
Rock Creek, OH 44084 USA
Tel: +1 440 563 5227
Web Site: www.adtradingllc.com
Email: sales@adtradingllc.com

Before you can make springs, wire forms, wire mesh
or rebar products out of wire, rod, strip or bar, you
have to get the raw material out of its package—spool,
basket, coil, etc.—and into the corresponding spring
coiler, wire former, mesh welder or rebar bender. This
sounds pretty simple, but it is more important and
critical than you might think. There is a whole group
of what I call “wire handling devices” that you need
to be up-to-date on so that you do the best possible job
of getting material fed into the processing machine at
the proper rate and tension and with the required set
of properties—cast, surface quality, strength, etc.
This group of products includes devices like payoffs—also called decoilers—butt-welders for attaching the finished end of one package of material to
the beginning of another, wire guides/straighteners
and wire/rod/bar cutters. There are many unique
products and suppliers that can help you with your
wire handling needs.

Getting It Out of the Package

Deadline: November 6, 2023
SECEM

Via Lombardia 13 – 20098 S. Giuliano Milanese
(z.i. SESTO ULTERIANO), Milano, Italy
Tel: +39 0298281751 • Fax: +39 0298281738
E-mail: info@simplexrapid.it
Web Site: www.simplexrapid.it

HEADQUARTERS
Forming Systems, Inc.
P.O. Box 694
Schoolcraft, MI 49087
Toll Free Telephone:
1-877-727-FORM (3676)
International Telephone: 1-269-679-3557
Fax: 269-679-3567
Email: info@formingsystemsinc.com
Website: www.formingsystemsinc.com

USA Exclusive Agent: NIMSCO
Davenport, IA 52807, USA
T: +1 563 391 0400 • F: +1 563 391 0403
E-mail: info@nimsco.com
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Whether you like it or not, you need at least one payoff
for each machine, and usually, a simple manual device
will not give you the performance and reliability that
is required by modem machinery. Today, high speeds,
complex forming and fast acceleration/deceleration
rates are the norm, and the payoff that is fitted up
with your high-performance machine must be up to
the task. If it is not, then you will end up with tangles,
loops, wire breaks, etc., that can lead to lower machine
and operator productivity, higher scrap rates and
lower levels of quality.
When selecting machinery or designing a factory, it
is common for people to spend a lot of time, energy
and resources on getting the right machine, tooling
and material while leaving the research on the payoff
or decoiler until the very end—if it is even done at
all. This is a huge mistake. The decoiler is an integral
and critical part of any production system, and care
and attention to detail must be provided in selection
and use of a payoff or decoiler.
To be competitive, spring makers and wire formers
must operate in lean manufacturing environments,
and using valuable man power to monitor and correct payoff performance is just a waste of time. The
payoff should be matched up to the movements of the
production machine in terms of speed, acceleration,
material tension control, accumulation and braking.
It should also be easy to load and unload, simple to
setup and operate and it should not require too much
maintenance or take up too much valuable factory
space. There are many types of payoffs to choose
from, but the first place to start, in my opinion, is with
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STRAIGHT FROM THE
SHOW
News, facts and images from
recent trade shows. Send
submissions to:
mcnulty@wireformingtech.com

www.wireformingtech.com

SPOTLIGHT ARTICLES
Staff written articles on
a selected product(s) or
trade show(s). Each advertiser of the selected
topic will receive a free
Spotlight Ad including
contact information and
logo.

EDITORIAL OPPORTUNITIES
Published four times a year:
Winter, Spring, Summer and Fall

NEW PRODUC T & S ERV IC ES
Typical word submission:
50-500 words plus picture(s)

Deadline is one month prior to publication month.
product ShowcaSe
Induction
Heating Systems

Wires, Profiles
& Tubes

Low-Cost Alternative
to Zinc Plating

Company offers EKOHEAT
low-frequency systems that convert power very efficiently with
a power factor in excess of 0.9 to
minimize energy costs. Agile frequency tuning in the EKOHEAT
systems continuously optimizes
the delivery of power to the heated part providing consistent and
repeatable heating.

Company manufactures and
supplies the industry with a broad
range of high-quality standard
and custom-shaped wires, profiles and tubes.

Company has introduced water-based, chrome-free and ROHS
and WEEE-compliant Aquazinc®
product. According to its manufacturer, Aquazinc offers much
better corrosion resistance at very
comparable cost to plating.
Aquazinc can be applied with
dip-spin application for fasteners,
clips and springs. Aquazinc cures
at low temperation (200°C), and
it is especially good for parts and
components requiring temperature control.
Aquazinc provides 240 hours
salt spray over zinc phosphate
at 4 to 6 µm and 1000 hours salt
spray at 12 to 15 µm. It provides
25 to 30 Kesternich cycles and 1500
to 2000 hours QUV with no change
in appearance as well as no hydrogen embrittlement. There is no
licensing fee involved for the use
of Aquazinc. Premium Products,
Inc., Yorkville, IL, USA.

Energy-efficient units

Standard & custom shapes

Standard and custom-shaped wires,
profiles and tubes.
EKOHEAT induction heating system.

These units have been designed to operate as efficiently
as possible. Ambrell, Scottsville,
NY, USA.
www.ambrell.com

Offered are solutions for the
complex geometries in an extensive range of nonprecious alloys.
These include steels, stainless
steel, copper, titanium, nickel,
phynox and more. PX Précimet
SA, La Chaux-De-Fonds, France.
www.pxprecimet.com

Imparts corrosion resistance

www.premiumproductsinc.com
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PRODUCT SHOWCASE:
A short description of a
new machines, materials or accessories used
to make, test or package
springs, wire formed
parts, wire mesh, rebar,
etc., is provided.

2023

NEWS & I NFOR MATI ON
Typical word submission:
50-500 words plus picture(s)

TEC H NI CAL AR TICLES

Deadline is two weeks prior to publication month.
WIRE FORMING
EVENTS:
Calendar of events for
the springs, wire formed
parts, wire mesh, rebar
industry includes: trade
shows, conferences,
meetings, seminars, etc.
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Conductive Stress Relief of Wire Forms
To prevent unwanted geometric
changes and failures due to stress
cracking, heat treating in the form of
stress relieving is a process necessity.

by:
Bob Ackermann & Torsten Luik
WAFIOS Machinery Corporation
27 Northeast Industrial Rd.
Branford, CT 06405 USA
www.waﬁos.us

Oven-Based Stress Relief

The straightening and bending of wire generates residual stresses within the wire that are slowly relieved
over the life of the part during loading and thermal
cycling. This relief of generated residual stresses results
in unwanted geometric changes as well as failures
resulting from stress cracking. To prevent this, heat
treating in the form of stress relieving is necessary in
the process.
Most seat frame components made of spring steel require a stress-relieving after the bending process. For
example, zig-zag and double zig-zag seat mat spring
wire parts, torsion bars and other “open” frame bent
parts must maintain stability over their useful life.
Failure to do this would result in sagging seats or
other seat failures.

The stress-relief process is typically done using electrically or gas-ﬁred ovens whose operating principle is
based on thermal radiation and convection. The components remain in the oven long enough to ensure a
part reaches a uniform target temperature throughout
the part, for some period of time. The parts are then
allowed to air cool back to room temperature. Most
often, continuous conveyor-type ovens are used for
this purpose. These are a long tunnel ovens with a
conveyor to transport the parts through the oven
where they remain for periods of 20 minutes or more
depending on the part mass, to allow for temperature
uniformity. The parts are usually placed randomly on
the conveyor and may end up overlapping each other
or tangled, which aﬀects the time required to attain a
uniform temperature.
The parts are then allowed to air cool for a period
of time, again, depending on the part mass. After
suﬃcient cooling, the part can then be measured or
gauged. This makes a true-to-gauge setup, at the start
of series production and after coil changes, a tedious,
time-consuming process requiring long periods of
nonproduction.

Sample parts.

After any heat treatment or stress relief operation, the
parts will change dimension. These changes in dimension must be anticipated in the forming process and
result in the pre-heat treated part being dimensionally
diﬀerent than the ﬁnal part.
During the stress relief process, the bends will relax
and move to the ﬁnal, desired dimensions. For this
reason, parts must be made and then stress relieved
before attempting to determine whether the parts are
within tolerance.
Using modern CNC bending equipment, that is easily adjustable, three to four cycles (bend, heat treat,
measure) are required to zero-in on the desired part
dimensions and tolerances.
Depending on the process requirements, this can result
in some hours before a part can be put into production mode. This process is also required for periodic
material changes and typically also requires one to
two cycles.
Additionally, normal variations that occur during
production may result in additional downtime and
the requirement to scrap parts between the bending
and end of the stress relief operation.
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NEWS WIRE:
Industry-wide news
and information:
associations, trade shows,
conferences, market data,
regulations, standards, etc.
Promotions, new hires,
personnel restructuring
of wire forming industry
professionals. Company
specific news and
information: mergers,
acquisitions, joint ventures,
contracts, awards,etc.

Conductive Stress Relief

Alternatively, wire forms can be resistively heated
through the application of an electrical current, end to
end. This resistively heats the part, uniformly, in just
a few seconds. After the bending process, each component is individually clamped between two electrodes,
to which current is applied.
As a result, each individual component reaches the
target temperature within seconds in an energyeﬃcient and individually documentable manner (for
real 100% control).
The temperature control can be veriﬁed through the
use of power monitoring or with an optical pyrometer.
This temperature control veriﬁcation reduces the time
required to get to a true-to-gauge part, at the start of
series production and after coil changes, literally > 100
times faster.
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Rebuilding & Upgrading Roundup
compiled by the Editors at Wire Forming Technology International

Suppliers have responded to our call for the state-of-the-art
in equipment rebuilding and upgrading technology

Company Offers Upgrades & Rebuilds
Bruce Hill of Larson Systems Inc. (LSI), Minneapolis, MN, USA, says, “If you own a LION 300 series
spring gage, it’s nearing the end of its life. Larson
Systems has introduced the Tiger, the next generation of spring gages from the company that brought
the Lynx and the Panther to market.
“The Tiger Gage is LSI’s fastest, most powerful
free-length spring gage yet, featuring all-new digital
electronics in a case that is smaller and lighter than
the LION Lynx and Panther gages. Larson also offers
an upgrade for the 300 series, which places Tiger

Larson Systems offers an
economical LION probe
rebuild.

software in your existing LION case. The upgrade
offers the 300 features with the same intuitive interface as the new Tiger Gage.
“Spring manufacturers who use gaging to sort springs
and adjust their coilers will be interested in Larson’s
probe rebuild service, which gives you new electronics and cable for half the price of a new probe.
“The PX595G probes are compatible with the entire
family of Larson/Lion spring gages including the 30009 series, the Lynx and Panther models and the new
Tiger family. Probes can be English or metric.
“If you own one of Larson’s UT spring testers, you
can upgrade to a computerized testing system that
uses Larson’s FLASH interface. The touch screen
program is easy to learn and use, and the stepper motor has been replaced with a quieter, faster
Whisper Servo drive that reduces cycle time. Many
testers support smart interchangeable load cells.”
www.larsonsystems.com

New & Rebuilt Machines for the Ferrous
& Nonferrous Wire & Cable Industries
D. Kramer of GER S.A. of Belgium, says, “GER has
been a specialist in the sale of new and second-hand
machinery for wire and cable, for the ferrous and
nonferrous industry since 1980. For sale are single
machines and complete plants for steel rod and wire,
nonferrous wire, steel ropes, electrical insulated cables,
etc. A large stock of machinery immediately available guarantees quick help, and in case the customer
doesn’t find the equipment he is looking for in the
The FLASH 24 is an
upgrade to Larson
Systems’ UT24 spring
tester.

Rebuilt
equipment
offered by
GER S.A.

The Tiger 300 Upgrade
puts new digital
technology in your
old LION 300 series
spring gage.
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10,000,000 Gallons of Coatings
From humble beginnings, supplier has grown to
now offer engineered coatings custom-designed to
meet the performance criteria of its customers.

The Magni Group Inc. has produced its 10,000,000
gallon of coating product in May 2011. And considering the company’s humble beginnings, the accomplishment is a tremendous achievement.
Dave Berry, Chairman of The Magni Group Inc.,
started a metal finishing company, Depor Industries,
near Detroit, MI, USA, in 1974. Parent company, The
Magni Group Inc., came about after an automotive
chemical coating supplier partner moved to license
with another local metal finisher. Berry then, decided
to develop his own coatings.
Magni Industries-Detroit was established in 1978 and
is renowned for its world-class R&D laboratory and
manufacturing plant. During the 1980s, Magni grew
with the automotive industry by offering corrosionresistant coatings that provide metal components with
longer service life and increased durability.
th

Magni’s coating manufacturing facility in Detroit, on
May 6, 2011.
Government Officials, Detroit City Councilwoman
Saunteel Jenkins, Oakland County Deputy Executive
Phil Bertolini and Michigan Congressman Hansen
Clarke, presented awards to the Berry family onstage. Dave Berry is the Owner-Founder-Chairman,
Tim Berry is President and Ted Berry is Executive
Vice President. The private event also included plant
tours, displayed a historical museum and the official
10,000,000th paint can from coating production was
labeled during the ceremony on-stage.
It took Magni 37 years to achieve this milestone, and
now with Magni’s rapid growth, the company is on
course to produce one million gallons every year.
To obtain additional technical specifications on the
coating products available from The Magni Group
Inc., visit the company’s website listed below.
www.themagnigroup.com

Once a school building, then a factory, Magni Industries
was established in 1978. In the mid-1980s, it doubled in
size due to expansions to create a world-class facility
housing manufacturing, R&D and quality control. The
facility makes it easy to cross-team communicate.

Expanded Markets

Now, along with automotive customers, Magni serves
the global agricultural, construction, heavy truck, marine, military and off-highway markets with over 100
different coating systems. Magni’s engineered coatings
are custom-designed to meet the performance criteria
of customers’ fasteners, fuel and brake specifications
and a range of other metal products by resisting the
corrosive effects of heat, humidity, etc.
In support of the company’s global customers and
more than 100 applicators, Magni has 20 companyowned operations in North America, Japan, China, India, Europe and Brazil. To further support the Japanese
and Indian markets, Magni will open new Technology
Centers in both Japan and India by 2012. Since 1985,
when The Magni Group had four companies, the business has rapidly expanded over the past quarter of a
century with growth on six continents coupled with
the recent incorporation of Magni India.

A Milestone Celebrated

Magni celebrated its 10,000,000th gallon achievement
with more than 400 global leaders and engineers at
22

The Berry family including Ted Berry and Tim Berry
(first & third from left standing) and Dave Berry (seated).

One of Magni’s four ESMicroscopes used here by Kevin
Ruddy and Jeanette Clinton, Analytical Chemists, for
development and analysis of Magni coatings.
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TECH BRIEF

30 Years Generate Wire Equipment Innovations,
Wire Parts Production & New Partnerships
Established in September of
1981 by Thomas A Kunkler and
Reinhart Hermann, TAK Enterprises, Inc. has conducted business out of Bristol, CT, USA, since
its inception starting in a 1000 ft2
building., and is now located in a
30,000 ft2 facility.
During its history, TAK has developed many new and innovative
products such as the Posiblank™
Holder, VeriFeed™ and Syncro
Cam Timing System for slide forming machines as well as a line of
precision grade wire straighteners.
TAK introduced a revolutionary
new design for a fine wire (0.006"
and up ) payoff that included a
“French Curve” reservoir, ultralow-friction guide rollers and wire
“snag” sensing ability.
Also, during these past 30 years,
the contract production activities
of TAK Enterprises has shipped
several billion surgical staples and
clips without any quality issues as
a result of utilizing cassette-type
tooling concepts and specialized
inspection methods.

A Variety of
Industries Served

During its 30 years of business,
TAK Enterprises has supplied
equipment and services to many
small and Fortune 500-sized companies, which serve the medical
device, automotive, aerospace,
appliance, electronic, electrical,

spring, wire forming, and dental
markets.

Milestones Reached

TAK Enterprises, Inc. has
achieved several significant milestones as the company celebrates
its 30th year of business. Special
business partnerships and alliances have been formalized that
now allow TAK Enterprises to
offer not only turnkey modular
system solutions for stamping
and contact welding, assembly,
in-line injection molding and inline coil spring production cells,
but also enables the company to
offer these capabilities as part of
its ISO 9001:2000-certified contract production services.
TAK’s recent introduction of
new servo-based programmable
feed and processing systems, the
incorporation of Allen Bradley
PLC hardware in TAK’s standard feed and cutoff systems
as well as TAK’s new line of
medium-duty wire payoffs are
just a few of the significant additions to the company’s standard
product line.
The addition of both direct and
indirect sales personnel in the USA
states of California, Michigan,
Ohio, Illinois, Indiana, Tennessee
and Florida as well as Mexico, a
new extensively interactive website and the incorporation of major
internet marketing activities are

TAK Enterprises, Inc. facility in Bristol, CT, USA.
16
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Length: 500-2500 words plus
graphics.
Deadline: Idea, outline or
abstracts are due two months
prior to the publication month,
and materials are due one month
prior to the publication month.

ROUNDUP ARTICLES:
A collection of editorial
contributions from
multiple suppliers to a
selected sector of the
industry. The article is
staff-compiled and
contributions are directly
related to the Roundup
subject.
Length: 50-500 words plus
graphics.
Deadline: Two weeks prior to the
publication month.
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by:
Doug Paul
The Magni Group Inc.
390 Park Street, Suite 300
Birmingham, MI 48009-3417 USA
www.themagnigroup.com

EMPHASIS ARTICLES:
A section of by-lined articles on a selected subject. Articles are original,
technical, educational
and directly related to
the Emphasis subject.

just a few of the major achievements during TAK’s 30 years of
business.
The company’s new partnerships not only span the country
with companies that share its
commitment to quality and service like Spectral Systems of
California and AIM/Joraco of
Rhode Island, but also include
strategic alliances with organizations from Europe including
Stanzbiegetechnik (SBT) of
Austria and Colombi of Sweden,
which strengthen TAK’s ability to
meet the competitive advantage
in some Asian countries.

Broad Array of Products

TAK Enterprises, Inc. designs,
manufactures, represents and markets precision wire straighteners,
custom feed and cut-off systems,
servo feed systems, wire payoffs,
cleaner/lubricators and a variety
of time-saving machine accessories for managing linear material.
In addition, TAK Enterprises has
been a quality producer of precision small and miniature parts
such as surgical staples, electronic
contacts, appliance spring clips
and dental pins since the company
was founded in 1981.
Full product and service information along with a host of
downloadable items and links
to all TAK business associates
can be obtained by visiting the
company’s recently updated
website listed below.
WFTI
www.takenterprises.com

FEATURE ARTICLES:

By-lined technical articles on
any wire forming industry
subjectrelative to making
springs, wire formed parts,
wire mesh, rebar, etc. Articles
are original, technical,
educational and present one
or more of the following: new
technology, research results,
case history, information,
fundamental instructions, etc.
Length: 500-2500 words.
Deadline: Idea, outline or
abstracts are due two months
prior to the publication month,
and materials are due one
month prior to the publication
month.

TECH BRIEFS
One page staff-prepared,
technical article on a
new product, process
or service related to the
wire forming industry.
Length: 500-750 words.
Deadline: Idea, outline or
abstracts are due two months
prior to the publication month,
and materials are due one
month prior to the publication
month.

www.wireformingtech.com

