
 
        

Case Study Rassini Frenos, Mexico 

Exclusive Export Sales Dept:                                                    

 
 

Customer: Rassini Frenos S.A. de C.V.                 
Carretera Moyotzingo Km. 2.5 
Col. San Gaspar 
San Martín Texmelucan 74179 
Mexico  

                        Tel:  +52 248 482 8200   
                        Fax :  +52 248 482 8214 
                        Web site: www.sanluisrassini.com 
 

 Responsible: Jesus Ruiz 

      Company: Automobile Aftermarket Parts Manufacturer 
 

Initial Situation: Prior to the use of Formula 62 the brake drums were “stress relieved” by storing them 
for two to four weeks after casting. The exposure of the brake drums to the environment while in storage 
was a requirement in order to allow the castings to settle and thereby be easier to machine.   

 
Challenge: The two to four week requirement was not only time consuming but also problematic as it 
interfered with the production of rush orders. Furthermore, if the brake drums weren’t allowed the 
necessary time in storage the machine process was far more difficult and costly as the replacement of 
cutting tips during machining was required.  
 
Solution: Using Formula 62 the brake drums are stress relieved in 30 minute increments at 200 units 
for each 30 minute period.  After using Formula 62 the brake drums are much easier to machine and 
inventory is much easier to control.   

 
     Specifics:  

a. Carbon steel 1080 and 1060 
b. 200 units at 30 minutes for each set.  
c. The drums are used for Nissan Pick-Up 

trucks.  
 

                                                                                              Form: SRE/CS/Rassini Mex1208 
 



 
        

Case Study Tatoma, Spain 

Exclusive Export Sales Dept:                                                    

 
 
Customer:  Grupo Tatoma S.L. 
                    Av. Barcelona, 45  
                    22400 - Monzon (Huesca)  
                    Spain  
                    Phone: 974401429  
                    Web site: www.grupotatoma.com 
 
Responsible: Miguel Allué 
 
Company: Machinery and Equipment Manufacturing 
 
 
Initial Situation: Tatoma manufactures a wide variety of products. Most are welded structures that have to be 
machined. Many of these pieces are used for safety purposes, and until now, have been stabilized through heat 
treatment.  
 
Challenge: Tatoma considered the alternative of vibration treatment on these pieces due to the rising cost of 
transportation to the furnace. In addition, they had cases structures that needed to be stabilized and did not fit in the 
furnace because of their size. Tatoma unusually received a request for furnace doors. The structures had to be 
stabilized for two reasons: a relatively high safety factor and also these pieces were to be machined and drilled in 
several points after welding. They needed to facilitate the work to the operator and maintain the piece within its 
tolerances.  
 
Solution: The furnace doors were stabilized through vibration, and the result was totally satisfactory. The work had 
major savings for Tatoma compared to transportation costs and heat treatment.  
 
Conclusion: Tatoma is fully satisfied with F62. Besides using it on pieces which are welded and then machined, they 
employ it on pieces which have a high safety factor such as roofs and furnace decks, yokes for casting molten steel 
(photo below) etc. 

                                                                                              Form: SRE/CS/TatomaSP1108 
 

http://www.grupotatoma.com/


 
        

Case Study Topre, Spain 

Exclusive Export Sales Dept:                                                    

 

                                                                                              Form: SRE/CS/TopreSP1108 
 

Customer:  Topre S.L. 
                    Pol. Santiga. Workshops 8-N.69  
                    08210 - Barbera del Valles (Barcelona) 
                    Spain 
                    Tel: 937189261 
                    Web site: www.topre.es 
 
 
Responsible: Mr. Valentin 
 
 
Company: Molds for Prefabricated Concrete  
 
 
 
 
Initial Situation: Topre has two large areas exclusively dedicated to the manufacturing of molds for 
concrete prefabrications. The Topre molds are for machines that manufacture concrete blocks. The molds 
require a lot of welding,and need to be stabilized before delivery to the customer.  
 
 
Challenge: Topre had a challenge: certain workpieces could not be stabilized by heat treatment since the 
characteristics of the workpiece meant that the oven can not be higher than 300ºC. Inside the machine, the 
mold suffers tears and cracking of the mold from the oven. Topre needed a better stabilization process 
rather than the one done in the furnace. A test was conducted to see if the life of the mold which was 
treated by vibration was equal to or greater than that of a mold which was heat treated. The test was a 
success. Topre was sending out eight molds a day for heat treatment and, despite being smaller pieces 
(500-800 kg.), the expense on transport and treatment was large.  
 
 
Solution: Topre built an insulating table to use during the stabilization of the molds. Now Topre daily 
stabilizes ten molds within its own facilities and has eliminated all costs of heat treatment and reduced its 
leadtimes.  
 
 
Conclusion: Topre are satisfied F62 is a real alternative to heat treatment and has improved the lifespan of 
their products. 
 
 

http://www.topre.es/


 
        

Case Study TMO, Brazil 

Exclusive Export Sales Dept:                                                    

 
 
Customer: TMO- Cia Olsen de Tratores Agro-Industrial. 

        Rua Brasilia, 971 – Caçador – SC - Brazil 
        www.tmo.com.br 

 
 
Responsible: Nelson Berezanski – Maintenance and Production Supervisor 

                                                                                                       Form: SRE/CS/TMO BR280710 

 
Company: Manufacturer of heavy duty forestry equipment.  
 
Initial Situation: Olsen was founded about 60 years ago and is a 
well established manufacturer of machines and equipment used in 
forestry management. It has equipment in use throughout the 
Americas, Africa and Europe. Despite their manufacturing expertise, 
time after time their equipment develops cracks when in use onsite. 
 
 
Challenge: One of the most frequent areas to suffer cracks is the arm hanger of the trunk loader.  The cracks 
appear near the welded reinforcements, where huge force is applied by the hydraulic cylinder.  Many different 
processes were applied to try to prevent these cracks, without success. 
 
Solution: A definitive solution was found using Formula 62 vibratory stress relieving treatment. The Formula 62 
method was applied on the previously welded body arm which weighed approximately 850 kgs. The arm was 
placed on two large truck tires to keep the workpiece isolated and it worked perfectly. 

 

 

 
 
 
 
 
 
 
 
 

The Formula 62 vibrator motor was bolted onto a piece of steel sheeting which was then secured with a few 
welded nuts to the arm near the area where cracks usually appeared. Operators were taught how to operate 
Formula 62 and after two explanations and demonstrations they were able to fully operate the equipment in 
both manual and automatic mode.  
 
Conclusion: The application of Formula 62 is now part of the company’s production process for all 
manufactured arms and base columns. The automatic mode is applied once daily on the workpiece and the 
manual mode is applied as a final process.  
 
The number of cracks was reduced by 50% which has cut maintenance under warranty costs by approximately 
US$75.000. It has enhanced TMO’s reputation in the market, enabling end users to recognize that its products 
are reliable and helped maintain the company’s leading market share. 
 

Related by Eng. Arnaldo Marinaro, Energyarc Industrial Ltd., Sao Paulo, SP, Brazil, www.energyarc.com.br; 
Jul/2010. 

http://www.tmo.com.br/
http://www.energyarc.com.br/


       
Case Study Joscil, Brazil 

Exclusive Export Sales Dept:                                                    

 

Customer:  Joscil Equipamentos para Cereais Ltda 
Rua Herbert Schmidt, 29 – Centro 
CEP: 98290-000 – Condor – RS – Brazil. 
www.joscil.com.br 

 
Responsible: Mr. Hebert (Industrial Manager) 
 
Company: Manufacturer of welded equipment for overhead cranes and other 
equipment for hydroelectric power plants. 
 
Initial Situation: Joscil manufactures valve bodies for hydroelectric plants and other 
equipment for medium size overhead cranes. All the pieces are manufactured from 
steel sheets and carry a large number of welded reinforcement plates. Under 
production these plates are subject to misalignment and distortion and must be 
treated to prevent valve operation jams and other operational malfunctions. 
 
 
 
 
 
 
 
 
Challenge: Heat treatment is traditionally recommended for these types of workpieces, but heat treating 
creates additional problems and production delays from time lost moving the pieces to a third-party provider for 
heat treatment, additional time needed for surface cleaning and a lack of control over the distortion. These 
problems caused Joscil to look for alternative methods of stress relieving 

                                                                                                                   Form: SRE/CS/Joscil Brazil0710 

treatment. 

de to check specifications and test the movement of inner 
ssembled parts. 

roduction time by 20 days, allowing them to maintain a profitable contract with the 
ydroelectric plant. 

 Eng. Arnaldo Marinaro, Energyarc Industrial Ltd., Sao Paulo, SP, Brazil, www.energyarc.com.br

 
Solution: Joscil found Formula 62 to be their ideal choice. To treat the 
workpiece using Formula 62 the body is placed on its side on three tires 
and the vibrator unit is firmly fixed to the middle. Manual mode is used, as it 
is easy to find the resonant frequency of the piece. The first time that the 
Formula 62 vibratory method was applied, an accelerometer was placed at 
various points on the workpiece to confirm that the resonance point was 
reached. The results confirmed that the treatment was satisfactory. The 
piece is treated for up to 8 minutes, which is sufficient for a 500kg 
workpiece according to the Formula 62 manual.  After machining and 
finishing the workpiece, a final inspection is ma
a
 
Conclusion: Joscil is satisfied with Formula 62. It has cut their heat treatment expenses by USD$ 30,000 to 
date, and shortened p
h
 
Related by ; 
Jun/2010. 




