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Machine Specifications 

Haven Model #871 Tube Re-Cut Machine 
 
Overall Process Description: 
 
Haven Model #871 Tube Re-Cut Machine uses the dual-blade shear method to cut mill length 
tubes.    Each cut is performed in two mechanically synchronized steps.  The first step is a 
horizontal cut that shaves a groove across the top of the tube; approximately 50% of the wall 
thickness.  The second step is a vertical cut which pierces the groove and shears through the 
tube.   Mechanical linkage keeps the horizontal blade clear of the vertical blade.     
 
The machine is powered by hydraulics with a dual acting cylinder providing the stroke for the 
cutting motion.  A separate cylinder controls the die clamping function.  The controls utilize low 
pressure when sufficient for cutting lighter wall tubing and shifts to higher pressure when 
required.  A variable speed feed roll system, with proportional control, drives the tube through the 
cutoff and to the Tube Stop target assembly which activates the cut cycle.  The feed roll system is 
programmed for rapid acceleration to the target and fast deceleration to ensure precise length 
control.  To adjust the Tube Stop for cut length, the operator controls a motorized lead screw from 
the panel and per a digital readout.  An optional manually adjusted Tube Stop with digital readout 
is available.  The machine includes controls for automatically performing a trim cut on the front 
end of each mill length tube and separation of both trim and tail pieces. 
 
 
Design Features: 
 
The Haven Model #871 Tube Re-Cut machine is designed with a number of features that will help 
to reduce changeover time, improve set-up accuracy and increase productivity.   
 
 Robust Haven-style all steel construction.   
 Automatic wear-plate oiling system 
 Optional Automatic grease system  
 Lead screw adjustable Tube Stop with electric digital readout. 
 Fully programmable operating system. 
 Crop cut length is set up from the operator’s panel.  The operator enters the desired first 

piece length and the machine automatically advances the tube to that length. 
 The machine is pre-programmed to automatically calculate the optimal deceleration distance 

for a given finished cut length.  The operator can over-ride the value from the operator’s 
panel. 

 Accepts random length tubes from the bundle unscramble. 
 Quick Change Horizontal Blade Depth – A horizontal blade gauge is provided to set the 

proper blade depth according to the tube wall thickness.  The die nest and die clamps are 
designed so that the gauge can be inserted under the horizontal blade without removing the 
dies. 

 Horizontal Chip Stripper – A mechanical stripper mounted to the rear die nest area helps 
strip the horizontal blade of any debris that may have adhered to it.  A coolant line is 
attached directly to the horizontal blade clamp to aid in lubrication and chip removal. 

 Electronic and Hydraulic Controls – Haven uses the most current technology available; 
including, touch screen operator controls, micro-processor, redundant safety relays, 24 volt 
design and the most reliable hydraulic components on the market. 
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Dual Blade Cutoff Specifications:  

 Materials processed:  mild carbon steels, 400 series stainless steel (all other 
materials, consult with Haven Manufacturing Corp.)  Maximum recommend Ultimate 
Tensile Strength – 80ksi; Maximum recommended hardness – 83 HRB (159 HB) 

 0.188” to 1.5” (4.75mm to 38mm) O.D. capacity 
 1.06” (27mm) square max. 
 Tube wall thickness:  0.095” (2.4mm) maximum  
 2.75”/70mm to (1M, 2M, 3M) length capacity (cut lengths between 1.50” and 2.75” 

possible with modified dies and target trigger) 
 Machine Cycle Rate:  Up to 5400 cycles per hour maximum  
 100 gal. (379 liter) hydraulic oil reservoir 
 Water-cooled hydraulics (air-cooled optional) 

 
Quality Parameters: 
 Cut Length - +/- .010” (.25mm)  
 Squareness – maximum 10% of wall thickness (dependent on blade spacer used) 

 
*It is possible to cut as short as 1.5” (38mm) on some diameters with special half dies and a 
special trigger.   
 
Basic Machine Specifications: 
 Width……………………………….…37.0” (940mm) (plus hydraulic tank & electrical cabinet) 
 Length…………………………….…..60.0” (1524mm)  
 Height…………………………………78.0” (1980mm)  
 Height (floor to top of tube)…………46.0” (1168mm) 
 Separate hydraulic tank…………….36.0” x 65.0” (914mm x 1651mm) 

 
 Approximate shipping weight………6000 lbs. (2720kg) 
 Base ………………………………….All welded steel construction 
 Cutoff head and target………………Machined steel 
 Paint…………………………………..Haven Green (or customer specified) 

 
Machine Tooling: 
 
The Haven #871 Cutoff requires a variety of tooling.  Each separate tube diameter or shape 
requires a dedicated set of clamping dies and feed rolls.  Depending upon the tube diameter or 
shape and wall thickness, a variety of cutting blade designs can be used.   
 
Haven Manufacturing Corp. will make specific tooling recommendations based upon each tube 
size the customer will be cutting. 
 
The life of cutting tools will vary with tube material, shape and wall thickness.  In general, on mild 
steel the cutting dies will yield 30,000 to 50,000 cuts prior to re-sharpening.  The dies can be re-
sharpened up to 50 times. 
 
 NOTE:  The life of the dies and blades is directly related to the type of material being cut.  This 
specification is written as an estimated guideline when cutting 1008/1010 mild steel, pickled and 
oiled material.  Many factors can change the life of tooling; such as, type of material, diameter to 
wall ratio, hardness of weld seam, yield strength, etc.   Consult with Haven to determine expected 
performance when cutting alternative materials and properties. 
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Tube Loader Description: 
Loader / Un-scrambler (for both #871 and #873 cutoff applications):  
The cutoff is generally used in conjunction with an automatic tube loader / un-scrambler.   Mill 
length bundles are place by forklift or crane into the rear of the loader.  Five elevating slings 
contain the bundle.  An electric gear motor raises the bundle to allow individual tubes to escape 
onto a magazine rack.  For square and rectangular tubes, a series of quick-change rollers are 
mounted on the rack.  When the magazine rack is full, a proximity switch signals the elevating 
slings to stop and reverse.  A pneumatically controlled escapement device with single-point 
adjustment for various tube diameters escapes one tube at a time onto V-rollers, which advance it 
to the tube-cutting machine. 
 

Loader / Un-scrambler Specifications: 
 Welded steel construction 
 0.50” to 4.0” (12mm to 102mm) O.D. range (diameters under 0.75” (19mm) may 

require occasional operator intervention to orient tubes) 
 10 ft. to 25 ft. (3m to 7.6m) length tubes (special lengths optional) 
 Single point adjustment for feed roller height 
 Maximum bundle weight:  8000 lbs. (3629kg) 
 Maximum bundle size:  30.0” x 30.0” (762mm x 762mm) 
 Controls wired in conjunction with tube cutoff control panel 
 Floor space:  86” x 272” (2185mm x 6910mm) 
 Height:  72” (1829mm) 
 Weight:  7500 lbs. (3402kg) 

 
 
Component Manufacturers: 
As specified by the customer (some restrictions apply; consult with Haven) 
 
 
Machine Guarding: 
The tube cut machine and tube stop mechanisms are fully guarded and electrically interlocked.  
Removal of any guarding will cause the machine to stop. 
 
Warranty: 
See Haven Terms & Conditions 
 
 
Documentation provided: 
 Electrical / hydraulic / pneumatic electronic prints will be provided.  Machine program will be 

provided on CD-Rom.  The prints are AutoCAD generated. 
 Detail drawings of the machine are proprietary and will not be provided.  Tooling 

Nomenclature chart (CD-Rom available) 
 Recommended spare parts list upon request 
 Operation, Maintenance and Set-Up Manual (electronic form): 

        One manual with machine serial number containing the following will be provided: 
 Complete operating instructions 
 Sequence of operations 
 Trouble shooting guide for operations and set-up personnel 
 Maintenance work required 
 Recommended spare parts list 
 General machine layout drawings by assembly 
 Part identification by description and part number. 
 Complete parts list for the machine by assembly to be used with the machine layout 

drawings for part identification.  Purchased components are identified by the 
manufacturer. 
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Production Rates: 
Note:  Rates are figured using a tube loader with 100% uptime for mild steel 20 ft. (6M) tubing, no 
crop cut.  Actual finish piece count will be reduced by both efficiency percentage and the time 
required to feed the tube portion that becomes the crop cut and/or tailing piece. 
 

Tube                      Length of Tube     

Diameter Wall 76mm 152mm 230mm 305mm 457mm 610mm 762mm 1067mm 1524mm

0.50”/12.7mm 
0.047”/1.2mm 4250 5200 4900 4600 4250 3600 3000   - 

0.075”/1.9mm 3400 3400 3350 3250 3000 2500 2400 - - 

0.75”/19mm 
1.2mm 4100 5400 5000 4680 4200 3600 3000     

1.9mm 3250 3400 3350 3250 2850 2500 2400     

1.0”/25mm 
1.2mm 4000 5400 4800 4500 4100 3500 2950 2500 2250 

1.9mm 3200 3400 3350 3250 2850 2650 2600 2400 2000 

1.25”/32mm 
1.2mm 3900 5000 4600 4400 4000 3400 2800 2400 2150 

1.9mm 3100 3200 3150 3100 2800 2400 2200 1900 1750 

1.50”/38mm 
1.2mm 3850 4800 4500 4200 3800 3200 2750 2300 1800 

1.9mm 3000 3250 3200 3080 2850 2600 2200 1850 1500 

 
 
 
FORMULA TO CALCULATE RATES PER HOUR: 
 
3600 seconds/hour = Seconds per cut x pieces in bar length 
Rate from table 
 
Seconds per bar + Crop cut time = Time per bar length 
3600 seconds / Time per bar length = Bar lengths per hour 
Bar lengths x pieces in bar = Pieces / hour x plant efficiency % 
 
 
EXAMPLE FOR 457MM LONG PIECE, 25MM DIAMETER: 
3600 = 1.06 seconds per cut x 13 pieces per bar = 13.78 seconds per bar 
3400 
 
13.78 + 2.4(crop cut time) = 16.18 seconds per bar length 
 
3600 = 222 bars per hour x 13 pcs per bar = 2892 x efficiency % (at 80%) = 2313 pcs per hour 
16.18 
 
TIME FOR CROP CUT & TAIL PIECE: 
Length  Time 
50mm  2.1 seconds 
100mm  2.4 seconds 
203mm  3.0 seconds 
305mm  3.6 seconds 


