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tatrping b,v sclucez-
i n g .  l ' h a t ' s  t h e  i d e a  b e -
h i n d  a  n e w  p r e s s w o r k i n g
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Gripflow stampings
el iminate the need

for costly secondary
mach in ing

operations such as
mi l l ing ,  g r ind ing ,
dr i l l i ng ,  reaming,

countersinking, and
counterboring.
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press tonnage as material is cut, and the reten-
tion of the stamping throughout the cutting cy-
cle. The results are a stamping that meets tight
tolerances and the option of producing more
than one part per press stroke by increasing the
ore cavliles.

Gripflow, developed by EBway Corp. of Ft.
Lauderdale,  F la. ,  works against  a mater ia l 's
yield point, while conventional blanking dies
work against  tensi le  s t rength.  And s ince the
yield point is lower than the tensile strength, the

techn ique  requ i res
less tonnage than con-
ven t i ona l  s tamp ing .
Resul ts  wi l l  vary be-
tween different mate-
r i a l s ,  bu t  t he  be t te r
the  co ld -work ing
properties of the ma-
ter ia l .  the more con-
ducive and productive
it is with Gripflow.

Init ially, most peo-
ple think Gripflow is
f i n e b l a n k i n g .  T h e
qua l i t y  i s  equ i va len t ,
but the processes are
different. One notice-
able difference is the
requ i red  tonnage .
F ineb lank ing  needs
m o r e  D e c a u s e  l t  r e -
q u i r e s  a n  i m p i n g e -
m e n t r i n g - a V -
shaped ring that sinks
into the scrap skele-
ton  a round  the  con -
t o u r  o f  a  p a r t .  A c -
co rd ing  to  Te r r y'STa l ke r  

o f  EBway ,
t h i s  r i n g  m a y  s t e a l
away as much as 40oZ
o f  t h e  b l a n k i n g  t o n -
n a g e .  B e c a u s e  a
Gripflow tool does not
have an impingement
r ing,  i t  involves less
tonnage, which lowers

the cost of the required
s tamp ing  p .es i .  A
Gripflow press can also
accommodate conven-
t i ona l  t oo l i ng ,  wh i l e
fineblanking presses do
only fineblanking.

In most cases, Gripflow stampings fulfill the
need for parts that require tight tolerances (min-
imum of 80"/" shear) in holes andlor critical
profile areas. The press-working technique can

also put these smooth
s t ra igh t  edges  on l y
where the customer re-
quires them, further re-
duc ing  pa r t  cos t .
F ineblanking,  on the
o the r  hand ,  has  d i f f i -
cu l t y  p rov id ing  on l y
select  oar t  areas wi th
full shelr zones.

F ineb lank ing  and
Gripflow are similar in
tha t  t hey  bo th  e l im i -
nate cost ly  secondary
o p e r a t i o n s  s u c h  a s
s h a v i n g ,  b r o a c h i n g ,

For patts such as this
automotive seat-adjuster
mechanism, Gripflow
stampings provide tight
tolerances in holes and
critical profile areas.

mill ing, grinding, dri l l ing, reaming, counter-
sinking, and counterboring. Both techniques
routinely hold accuracies of 0.001 in. on part
thicknesses under 0.090 in.; 0.002 in. on parts
under 0.225 in.; and 0.003 in. on parts under
0.300 in. And, the typical surface finish on the
part edge is 16 to 32 rms.

Part f latness for both techniques can be as
much as one-fifth better than that of a conven-
t ional  s tamping -  0.001 to 0.001S/ l inear  in .
for parts up to 5-in. long, says \X/alker. Parts are
flatter because they are always clamped within
the die during the blanking process.'When 

it comes to the treatment of slugs, a
Gripflow die passes them through the way con-
ven t i ona l  t oo l i ng  does .  Th i s  i s  because  the
Gripflow press has a traditional design. Its ram
is on the top of the die, unlike fineblanking,
which typically has the ram on the bottom un-
derneath the tool, so its slugs have to be blown
out of the tool with the part.

Press operation
PC controls simplify a Gripflow press's opera-

t ion.  Shops can regulate the ram force at  a l l
points in the press cycle (tonnage); adjust the ram
speed during cutting and non-cutting; control the
amount and duration of hold-down pressure to
ensure material set-time when coining is control-
lable; and operate all external press equipment
from one control panel. Basically, press opera-
tors can tune the press
to suit the die.

Gr ip f l ow  p resses
moun t  on  s tanda rd
6- in. - th ick f la t  con-
c re te  f l oo rs  -  no
p i t s  a r e  r e q u i r e d .
P r e s s  o p e r a t i o n  i s
normal ly  quiet ,  Iess
t h a n  8 5  d B ,  a n d
shock-free with little
or no vibration. a
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Unlike conventional
stamping, Gripflow
works against a
material's yield point,
and it does not require
an impingement ring as
in fineblanking.

Conventiona I

Gripflow


