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Overhead of the Mohawk factory
set in front of the Mohawk river.
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The burning table where 3/4 ine'h to 2 inch thick
plate steel, and lift compone‘pts are qume cut.
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Mohawk’s 2 post 3/4 inch | i < footprint after being
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Mollawk use 3/4” th|ck
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5. Close up of the channel
i ?Iamped into the welding jig.



Hydraulieg
cyhnde
the b
components”
into position.

" Front view of the channel in
- “‘thejlg



Welding jigs
rotate, giving the
welders access to

all areas of the lift.



A welder in action. .
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raftsman removing a completed column out of the
welding jig.
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Completed Columns ready for/painting
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Painter spraylng the
columns. After this
process the hea

turned on and,
will bake tb thell
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Column Assembly
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Swing Arm Assembly




System | upper swing arm section.

Note 3/8” thick reinforcement.plates
welded to the top and bottom of the
structural tubing.



Upper swing arm
components being welded.
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Swing arm upper section showing internal

reinforcement welded for additional support (prior to
drilling swing arm bolt hole).



Drilling hole
through the up?er. i
swing arm sectio

where the swmg
arm bolt will
secure the arm
into the carriag
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we ent and fu
continuous welds
throughout.-
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INDUSTRIAL BRANDS




Completed Swing‘a(rms ’
having been unloaded
from the pai
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Swing arms have 3/4 inch ‘e
thick top section, 3/8 wall.

tubing and internal
weldments for minimum
swing arm flex.
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Swing arm sliders ready for g_sserrgly.
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Showing the 3/8 inch steel wall
used on the sliders.




Carriagé being locked into place on the welding jig.
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Corﬁplete'd Carriage.
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Mohawk

earriages grab
~~.swing arms and

bet 3/4 inch

thick steel plates.




Painting the Carriages.




Completed cafriages.




Iubrlcatlng t;all |
bearing rollers - SR\,
‘attached. o NN
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bear 0
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bolted to the carric



A-7 adsteml #646 leaf chain
prior to installation in the carriages.
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Completed carriage ~ .
assembled showing: i
-cam follower be‘é'ﬁ:’ :‘:
#646 leaf cham”ﬂ ::' .
chain break safet -
-Safety release flip lev | "‘"':.,‘

* 3/4 inch thick lock bo

» sealed roller bearing



Cylinder Assembly



2 5/8 inch chrome rods prior to cylinder assembly.
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Hyd aulic cylinder barrels before assembly. r™
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Main side cylinder pisig__ns,prior to assembly.
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‘Mairt side cylinder caps -

Aluminum hydraulic cylinder components
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ing a piston and
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Hydra\ulié components (sgals, wipers and O-rings)
are assembled around the main side piston.
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cylinder for
proper
operation.




EVERY Mohawk cylinder is
tested upon completion. .






Mohawk uses
the industry’s
largest
cylinders.
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MOHAWK LIFTS—MEAS



Hydraulic cylinders being painted and
baked in the paint booth.



Completed hydraulic cylinders
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Final Assembly



Lining up the lifts for final assembly.



Assembling internal
hydraulic b‘ylk,—_hea‘d fittings.
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| Completed parts box showing:
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ptors

Stack

-
truck Wej-it brand anchor bolts
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1 3/8” swing arm bolts
Liftin



Completed parts
ox with installation
nd safety manuals
nclosed.

Mohawk uses stainles:

steel hydrauliclines = SESSS -«
throughout. A



Moving the Mainside
column in place for
final packaging.



Preparing to
mount the power
unit.
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Durable steel

tanks.
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Mohawk’s safety weight gauge.



Assembling the swing arms.
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The complvted lift berfm;e
packagmg material is added.







Adding plastic wrapping
for protection.
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. ‘and packaged lifts ready fo ' ipping.
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Thank you for watching

For more information please contact us at:
1-800-833-2006 Or (518) 842-1431
www.mohawklifts.com



