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Sheet Metal Forming
Shearing, spinning etc.
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Optimal material utilization in blanking
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The best quality houses are
able to provide fine-blanking

tolerances of +/- 13 um.
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Cutting of strips from sheets or coils.
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Blanking; Laser welding Stamping
laser cutting
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The wall thickness is about constant |
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The wall thickness is reduced !

Backward

11 /13



Before  After Before  After

The outer surface of the sheet is protected from damage or scratches:
no contact with a hard metal surface during forming.
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Thank you for your attention!
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