
JobBOSS shop management software to monitor parts as
they travel around the shop floor. The IT backbone also
monitors machine settings, maintenance needs, and em-
ployee performance. 

“We’ve got an internal Web system that pulls infor-
mation from JobBOSS and presents that information to
different departments,” Densmore explained. “Each de-
partment needs to see information differently.” 

For instance, the turret punch press operator first
needs to know what material to run. So in this case, the
software pulls job data per the schedule and sorts all of it
by material type and thickness. Automatic programs, de-
veloped internally at Impulse, do the material picking
transactions in JobBOSS for all first-step operations. The
turret punch press operator then knows which material
to set up for the run first, followed by another kind of ma-
terial, then another. 

The turret punches those sheets, and then the
punched blanks move on to the bending area (if re-
quired). There, the Web system feeds the job information
in a different way, this time via the part number, showing
operators what blanks need to be bent first, second, and
third, so all bent components reach the welding cell when
needed.

Part Flow
A job first goes to the engineering department. Impulse’s
three engineers use SolidWorks® to redraw and enhance
customer drawings with bend allowances to match avail-
able brake tooling and other details and unfold the part
for processing (see Figure 2). 

“We have all the bend allowances programmed into
our CAD system. We customized the system so that when
we import customer files, everything converts automati-
cally to fit the machines we have on the shop floor,” said
Jeremy Johnson, engineering manager.

They then upload the drawing to Impulse’s custom
online system. From there the scheduling department
takes the data detailing the unfolded blanks, nests parts,
puts them on the production schedule, and sends the
files to the shop floor.

Tubes arrive at a dock adjacent to the company’s
BLM tube cutting center, at the southwest corner of the
150,000-square-foot shop. For one of its main tubular
product customers, Impulse arranged a simple kanban
program. Orders arrive from the customer at about 10
a.m., and Impulse runs the laser, fills returnable racks up
with cut tubes (see Figure 3), delivers the rack to the cus-
tomer in the evening, and then sends the invoice. When
the customer needs more products, it returns the rack
for another “fill-up.” If Impulse doesn’t have empty racks,
it doesn’t run the tube laser for that product line. This
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n 2004 Impulse Manufacturing had your typical job
shop floor. Jobs came in, bounced around the shop
to various areas, and then headed out the door. Part

flow wasn’t top of mind. 
The company had made some significant machinery

investments, including laser cutting systems with material
feeding towers, automated turret punching cells, robotic
welding, and a powder painting line. Unfortunately, those
machines sat idle longer than they should have, even dur-
ing good times. Bottlenecks occurred. New machines
alone didn’t bring in more business.

“We needed a support structure,” recalled Bobby
Densmore, director of operations at the 125-employee
fabricator in Dawsonville, Ga., north of Atlanta. “When
you buy million-dollar equipment, you need to be able
to attract the best customers in the world.”

The best customers in the world do care about man-
ufacturing technology, but most of all, they care about a
controlled manufacturing process that ensures the parts
they receive are on time and meet or exceed quality stan-
dards. Just as you can’t inspect quality into a part, neither
can you automate quality into the part. Instead, quality
comes from a manufacturing process that’s continually
monitored and measured (see Figure 1). As the mantra
goes, if you don’t measure it, you can’t improve it.

Starting in 2004, the Impulse management team set
out to do just that.

Staying Connected
As Densmore explained the part flow, training, and IT in-
frastructure changes that have transformed the company
in recent years, his glance strayed periodically to a buzzing
smart phone. Messages flew in about order status, ma-
chine maintenance, quality reports, and so on. He could
be an archetype of the future manufacturing executive—
always wired, able to pull up a job’s status in an instant.

The turnaround didn’t happen because the shop fell
on hard times. When Densmore came onboard in 2004,
he said the shop was humming along—not growing by
leaps and bounds, but not suffering either. The owner,
Ron Baysden, just wanted to take things to the next level.
Baysden launched the business more than two decades
ago as, of all things, an assembler of children’s rides. After
purchasing equipment and bringing metal fabrication in-
house, he began to pick up contract work in other in-
dustries, especially the heavy-equipment sector. By 2004
heavy-equipment customers brought in the lion’s share
of revenue. Since then the shop has diversified greatly and
quadrupled its annual revenue, without quadrupling its
work force. 

“This is where technology has helped us so much,”
Densmore said. “We’re four times bigger than we were in
2003, and we have the same size engineering staff. We’ve
been able to take on so much more volume with the same
number of people and do it faster and more accurately.”

Serving as a backbone is the company’s custom, in-
house online tracking system that works together with

Figure 1 A press brake operator at Impulse Manufacturing checks a part. At Impulse, every operator acts as a part fabricator, part
quality assurance manager. Blanks are placed on support tables that are level with the brake bed.

Figure 2 Engineering Manager Jeremy Johnson uses Solid-
Works to prepare a job for the shop floor.

I
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A Comprehensive Methodology
The PDCA meeting, along with all of the company’s im-
provement efforts, centers on what the company calls
the “Impulse Manufacturing Methodology,” which aims
to reduce waste in every facet of the business. This in-
cludes waiting for parts, defects and rework, excess ma-
terial handling, excess inventory, maintenance issues,

safety, and ergonomics. And like everything else at Im-
pulse, issues are tracked online, detailing what the solu-
tion is and whose responsibility it is to carry it out.

Two areas highlight the result of such improvements.
In the press brake area, operators reach for blanks placed
on tables that are nearly the same height as the brake
bed, reducing heavy lifting for the operator (see Figure 1). 

Joe Biden and the Press Brake

Rickey Moulder probably won’t forget the workday he had one Thursday in December. Moulder is press brake de-
partment supervisor for Impulse Manufacturing in Dawsonvile, Ga., and on Dec. 17 he got to explain a bit about sheet
metal fabrication to Vice President Joe Biden. An Associated Press photographer even got a great shot of him hold-
ing a sheet metal part and standing next to a sign explaining the company’s press brake operations. That’s not
something you see every day.

The vice president visited the rural north Georgia community, including Impulse Manufacturing, to tout a $33
million project that will bring a fiber-optic Internet network to the region, representing one of the first funding
awards from $7.2 billion in stimulus money for broadband Internet that Congress approved in early 2009.

That money may well help companies like Impulse. The company monitors shop floor operations and inte-
grates that data into a Web-based platform that Impulse developed internally. Outside the office, employees can
log on to a virtual personal network and view up-to-the-minute productivity data, at least in theory. The area’s
poor Internet connectivity slows things considerably.

“It’s almost a line-by-line display sometimes,” said Bobby Densmore, director of operations. “It sometimes looks
as if we’re working with an old-fashioned dial-up connection.”

Figure 5 Welding booths at Impulse are arranged so that tools are
within easy grasp, and fixtures are staged on racks directly outside,
ready to go exactly when the welder needs them.

In the welding department, booths don’t look like
typical welding booths (see Figure 5). They’re long and
narrow, almost like welding “lanes”—and there’s a reason
for it. Outside each booth, fixtures are staged. A green tag
indicates a fixture has been to the machine shop, adjacent
to the welding area. There, machinists check the fixture to
ensure clamps are in good condition and that locating
pins aren’t worn. Welders place the fixture and parts on a
cart and wheel it into their welding lanes. They perform
the welds near strategically placed ventilation units at the
other end of the lane. They then wheel the product out
so it can flow to the next operation. The lanes decrease
unnecessary movement and make the entire operation
more efficient—and safer, thanks to the ventilation units.

The company also added a weld monitoring system
from Impact Engineering, which tracks arc-on time. As
Densmore explained, “The supervisor will get a figure
showing the exact amount of arc-on time, how many
minutes a welder spends pulling the trigger and making
quality welds each day.” If those minutes fall, the welder
and supervisor work together to improve that arc-on
time via better or more efficient clamping, improved er-
gonomics, tool placement, or anything else. “We’ve al-

most doubled our efficiency in the
welding area since implementing this
system.”

Another part of the Impulse Manu-
facturing Methodology is what man-
agers call the “Five Star Program” (see
Figure 6). At Impulse, every employee—
regardless of experience—starts as a
“one-star” worker. “It doesn’t matter
what skills you had before,” Densmore
said. “For us, you’re entry-level.”

All personnel must pass basic tests in
each department, be it in bending, weld-
ing, cutting, grinding, or painting. A
worker’s ID badge shows how many stars
he or she has. Personnel with previous
experience potentially can quickly climb
the ranks to five star, but everyone starts
at the same place.

The five-star system, PDCA, safety,
and quality measures all comprise what
managers call the “Impulse Manufactur-
ing Methodology (IMM) Audit”, a peri-
odic, internal, self-imposed audit of each
department to ensure all the processes
are in place to make the best parts as ef-
ficiently as possible. 

Vice President Joe Biden visited Impulse Manufacturing in December to promote a nationwide broadband initiative. Here,
Biden shakes James Byrnes’ hand. Byrnes, process improvement technician, was instrumental in developing the company’s
new manufacturing system. Ron Baysden, company president, is in the center. Photo courtesy of Impulse Manufacturing.
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