
Astronger manufacturing and
financial base and improved
crossbow designs are helping

the Barnett brand regain a leadership
role in the crossbow segment of the
archery industry. Now part of the
Synergy Outdoors group that has half
a dozen brands for hunters, Barnett
Outdoors LLC is setting production
records in a Tarpon Springs, Florida
plant nearly four times the size of the
former facility in Odessa. At the same
time, according to President Mike
Houllis, it has made great strides
toward overcoming the delivery prob-
lems and quality control issues that
sometimes handicapped it in the past.

I spent July 5 with Houllis, his
partner and design chief David
Barnett, and other members of the
management team. I also spent hours
on the busy production floor, seeing
how components built by Barnett
employees and a handful of vendors
are assembled into the company’s 11
hunting models. As most of the hourly
workers headed home, I had time to
ask Matt Busbice about the sales and
marketing assistance Synergy
Outdoors was providing this pioneer

in the crossbow industry. At a time
when growth in the U.S. crossbow
market is opening the door to more
models made in China, Barnett and
its business partners have been mak-
ing the investment in a lean, vertically
integrated company that can produce

a better product here in the states.
No profile of Barnett Outdoors

would be complete without a look
back at the brand’s long history. No
history would be credible if it ignored
some of the challenges Barnett has
faced, challenges that affected both

Crossbow Pioneer Barnett

President Mike Houllis (left) and Director David Barnett (right) flank Matt Busbice of
the Synergy Group, who got his first look at the dealer-only DOA crossbow that day. The
compact hunting model was developed by adapting a Quad 400 body to the front end
from the powerful Predator. It sports a full range of Barnett innovations, including the
rearward latching string and patented step-through riser that work together to extend
the power stroke and generate 375 fps arrow speeds. Busbice oversees the marketing
for Barnett, including dramatically expanded campaigns in both print and television.
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PHOTO ABOVE: Some of the features pioneered by Barnett, like
rope cocking aids and the crank cocking aid shown here, have been
widely adopted by other manufacturers.

PHOTO LEFT: Barnett Veteran Jackie Allen (at right) overseas a
sales and customer service team that includes (left to right) Chris
Holton, Juli Valenti, Toni Palka and Cheryl Harris. (Not pictured is
Jennifer Toepper.) This in-house staff supports the work of sales
representatives from groups like Outtech, which took on the
Barnett line last fall along with other Synergy group brands.
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the quality of its products and the
ability to deliver them on time.

Barnett’s roots go back over 50
years to the industrial town of
Wolverhampton, England. It was
founded by David Barnett’s father,
Bernard. David started working in the
family firm while still a teenager, as a
machinist’s apprentice in the tool
room headed by his grandfather, a

demanding taskmaster. The “tool
room” was where the dies and jigs
were built and repaired for use on the
production floor, using lathes, drill
presses and manually operated
Bridgeport milling machines. In those
early days of the modern archery
industry, Barnett grew to become the
world’s largest manufacturer of cross-
bows. It machined and cast its own

metal components, compression
molded fiberglass limbs and injection
molded plastic parts. 

Bernard Barnett’s business was
growing when some other parts of
England’s manufacturing base had
gone into decline. As a result he was
able to buy used production tools at
very attractive prices. Employment
peaked at 320 people and the battery

Resumes a Leadership Position
By Tim Dehn
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This view  across part of the main
production floor provides an idea
of the volume Barnett can now
handle. The company was
employing 131 people when I vis-
ited and was scaling up to add up
to 50 more by fall. Above, Jim
Schevola (white shirt) is a six-year
veteran who today was assem-
bling stocks that fit the Quad 400,
Quad AVI and new DOA models.
Each wheeled rack holds 100 stocks. Barnett has upgraded the newer versions (lower unit at right) to
accept interchangeable pistol grips and to have a deeper, safer front grip. It has switched from using a
cast aluminum insert at the front to a machined one that incorporates a picatinny rail for accessories.
At left, Plant Manager John Mehas worked for Barnett in England for two years before joining the
U.S.A. operation. He’s holding risers that demonstrate another in-line improvement. The original cast
aluminum riser is giving way to the stronger forged aluminum one on the right.
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of production tools included seven
Swiss automatic screw machines.

Bernard Barnett got the help of a
Canadian friend to set up a distribu-
tion center to serve North America,
then added a Michigan facility to
eliminate some of the issues of ship-
ping across the border to the United
States. While vacationing in Florida he
met an enthusiastic county commis-
sioner, who urged him to relocate to
an area that offered mild winters and
a plentiful labor force. The warehous-
ing and distributing operation was
brought to Florida in 1981 and in 1983
moved into a costly new 34,000 square
foot facility in Odessa.

Mike Houllis joined Barnett’s U.S.
operation in 1986, after working in the
office supply division for Boise
Cascade. By then the Odessa facility
was not only the warehouse and dis-
tribution center for the crossbows
built in England, it was also the head-
quarters for a short-lived venture into
the vertical bow market. Barnett was
building compound bows using
American limbs and English risers,
but had trouble competing for sales

with more established brands.
Hired as plant manager, Houllis

moved over to head up sales and had
more success in the horizontal side of
archery. Barnett was able to sell tens
of thousands of inexpensive cross-
bows for recreational use. While few

states allowed general hunting with
crossbows, many offered handi-
capped permits and Houllis said
Barnett catered to those hunters by
introducing the first commercial rope
cocking and crank cocking aids.

In 1987 Houllis and two other
managers purchased the U.S. opera-
tion from the parent firm in England.
Their plan was to get components in
bulk from Barnett in the U.K. and to
handle assembly, sales and distribu-
tion out of Florida.

“It started off great, we almost
tripled sales in 2-1/2 years,” Houllis
said as we sat around the large confer-
ence table in the room adjoining his
office. He was able to get Barnett
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PHOTO ABOVE: Chip Bombard is one of three engineers working out of the Barnett
plant under David Barnett. Chip was trained as a mechanical engineer and along with
earning his degree he learned to run modern machine tools, a great aid in diagnosing
and overcoming problems than can arise as new products are put into production. He’s
holding the barrel and stock of the new Buck Commander crossbow. Bombard’s engi-
neering colleagues are Scott Belvedere and Mark Beck. Beck worked for Horton before
signing on with Outtech, and was on loan to Barnett during my visit.

PHOTO RIGHT: David Barnett and the designers and mold-makers he worked with in
England developed an elegant  gas assisted molding technique for crossbow stocks. It
involves injecting nitrogen, an inert gas, into the mold along with the molten polymer to
form pockets like the one visible in the sawn-apart stock at right. Newer products from
Barnett, like the Buck Commander and Jackal, use stocks molded with an elaborate hon-
eycomb interior to both lighten and strengthen them.

Bernard Barnett built his first crossbow in a garden shed in 1956 with the help of his
brother, Peter, then the two started making more for friends. Production moved to a
garage, then to a larger facility in Cheapside, Willenhall, England. In 1971 the firm
moved to Wolverhampton and when the local paper profiled the firm a year later, pro-
duction was running at 70 crossbows per week. That’s David Morrison in the photos, who
at the time was Barnett’s Sales Manager.
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crossbows into some of the nation’s
larger retailers, causing people to view
crossbows as more of a mainstream
product. “We had a nice recurve
crossbow, the Wildcat XL, that we got
down to $149 retail for a package,” he
recalled. “It just went nuts. In the U.S.
alone we sold 28,000 of that one
model. During that time we also
developed our youth archery line.”
That line of inexpensive youth bows
helped open more doors to the
Barnett brand, Houllis said, with some
of the chain stores.

Meanwhile, David Barnett con-
tinued to work at the English firm,
designing models like the
Thunderbolt and Demon. The power-
ful Thunderbolt latched the string
behind the trigger to increase the
power stroke, while the Demon was a
trackless crossbow where the arrow
was carried by a string and rest. 

The future looked bright for both
the U.S. firm and its U.K. manufactur-
ing partner, except for one thing. “The
problem was the exchange rate,”
Houllis explained. “When we bought
the U.S. operation it created two sep-
arate companies and two separate
profit centers. We had to pay Barnett
U.K. in English pounds. In 1986 and
1987 it was very even, with one dollar
about equal to one pound. By 1993 it
was like two-to-one, so literally our
cost for product had doubled.”

The only way the Barnett brand
could keep from pricing itself out of
the U.S. market was for the two com-
panies to cooperate in shifting more
of the production to America. Some of
the large tools which were used to

diecast magnesium stocks for the
Demon RC300 and Quad 300 com-
pounds began running their parts in
the U.S. Limbs were being processed
in the Odessa plant. Painting, assem-
bly and packaging were also handled

While most Barnett models are based on full com-
posite stocks the new Buck Commander uses a
molded half stock combined with a metal barrel.
During my visit Scott Lee (photo above) was machining the extru-
sions into lightweight barrels using a machining center added
within the past year. Engineer Mark Beck (in blue shirt at right)
said he likes metal barrels because they can offer improved string
serving life and because the barrel length can be varied to pro-
duce new models.

Beck is competing in one of the ASA’s new crossbow classes
using the entry level Jackal, which uses the same new all metal

trigger as the company’s high end models. The Jackal was easier
to tame down to meet the 300 fps speed limit for the division he
entered, Beck explained, and he likes the idea of winning tourna-
ments with a crossbow that retails for just $299. Beck is shown
with Matt Busbice (center) and David Barnett as Busbice had his
first opportunity to shoot the Buck Commander and Jackal.

Barnett has two ranges and when models are being introduced
or changed in any way it will test them with teams of shooters,
each of whom will be firing up to 500 shots a day.

OMP Products Distributed by:

800.822.8728 / EllettBrothers.com

800.356.2209 / HHarchery.com

800.225.0903 / JakesArchery.com

800.366.4269 / KinseyArchery.com

800.727.3462 / PapesInc.com

Measures Peak Weight & Holding Weight 
with .022lb. Accuracy.

For ease of weighing Arrow Shafts, 
Field Points, Target Points, Nocks, 
Inserts & Arrow Components.

3, 086 Grain Capacity
.2 Grain Accuracy
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there so by 1997 Houllis estimates 80
percent of the production cost was
being generated in the U.S.A.

The awkward relationship
between the two firms led to unavoid-
able friction. Houllis said he has great
respect for Bernard Barnett, but they
reached a point where they no longer
saw eye-to-eye on business. Each had
to do what they believed was best for
their firm. Houllis said he and his
partners began pricing the models
that were still being produced in the
U.K. according to their costs. “We
were still handling the U.K. product
but based on the new pricing it was
unsaleable in any kind of volume.”

That hamstrung the English firm
because it no longer had the volume

needed to justify creating the large
“tools” or molds needed to cast metal
or polymer stocks for new products.
“When we were cranking 80 percent
of the unit buy was in the United
States,” Houllis said.

“We needed the volume of the
U.S. market to make our tools,” David
Barnett concurred.

That helps explain why, from 1996
to 2001, neither the U.S. Barnett or the
English Barnett introduced a single
new product. 

The situation was as frustrating
for David Barnett, who is passionate
about designing products, as it was to
Houllis, who loves the sales side of
business. The two were able to sit
down and discuss a way forward at

the 1999 ATA Show. David’s father was
getting ready to retire. The younger
Barnett still had to consider the feel-
ings of an aunt, sister and uncle who
worked at the plant, as well as the wel-
fare of many Brits who had 20 years or
more with the firm. A transition peri-
od began, and through cash and a
stock swap the deal between the
Barnett family and the U.S. owners
was completed in October of 2001.
Moving forward Barnett crossbows
would be manufactured in the U.S.
with sales, customer service and dis-
tribution for the European market
handled out of a United Kingdom
facility. 

Leading up to the sale, David
Barnett had been working on new
designs for models including the
Revolution. It offered a quick detach-
able front end for easy transport as
well as an adjustable butt pad and
cheek piece. It and the Rhino could
have fully rounded one-piece stocks
because David and his design team in
the U.K. had perfected a gas assist
molding process. The tools built in
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Co-owners Barnett and Houllis are often on
the production floor. In the photo above,
Barnett and Gene Parisen are agreeing to a
more efficient method for manufacturing an
insert for the Buck Commander barrel. On
simpler jobs the automatic Swiss screw
machine can run unattended until it uses up
its supply of rod stock.

Barnett has become a vertically integrated
company in recent years, striving to manufac-
ture more parts in-house. At right, Machine
Shop Manager Lee Zelinsky holds an alu-
minum blank and the partially completed
cam for a Predator crossbow. The company
has recently added a pallet changer so staff
can be loading or flipping parts while another
set of parts is being cut. That cuts downtime
from several minutes to 16 seconds.

At left, Becky Soinsky is operating a stamp
press that first punches out steel plates and
then, after dies are changed, forms them into
part of the limb pocket.
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England allowed them to create pre-
cisely-placed voids in the thicker por-
tions of the stock and grip, to control
weight and to eliminate the unsightly
“sink” that would otherwise mar the
finish as thick sections cooled and
contracted. 

Flat, skeletal stocks like Barnett
was using on the inexpensive RC-150

are relatively easy to produce through
injection molding. The more comfort-
able and rounded stocks used on the
firm’s higher performance crossbows
posed a real engineering challenge.
David settled on a polymer with a 20
percent fiberglass content to provide
the right combination of stiffness and
resilience. 

With the adult product line
repriced to reflect its U.S. origin,
Barnett was expecting a great sales
year in 2002. The winter and spring
went fine, Houllis recalled, in line with
the anticipated increase in sales. Then
the unexpected happened. “In May of
2002 Georgia legalized the crossbow
for use in all of the archery season,
and all of a sudden our demand went
insane. Where we had budgeted for a
20 to 24 percent increase, in July of
2002 we had 4-1/2 times the orders we
had in the previous full year.”

There was no way Barnett could
scale up fast enough to capitalize on
the spike in demand the Georgia law
change had created. “We filled 65 per-
cent of our demand that year; that was
still twice the delivery of the year
before,” Houllis said. Barnett cus-
tomers were pretty understanding
about the back-orders, he recalled,
since the Georgia rule change had
caught the industry by surprise.

However, Barnett’s problems with
meeting orders persisted. The compa-
ny’s long-time bank had offered the
financing needed to pay off a U.K.
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Barnett’s commitment to manufacturing in the U.S. is based on careful cost studies that
have led it to automate some repetitive tasks. Above, silk-screeners like Cathy
Breitenbach (above left) will probably be reassigned once the company’s new pad print-
er is running at full speed. Justin Kolbinskie is able to print up to four colors with it.
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bank loan, Houllis recalled. It had also
promised the bigger line of credit the
Florida firm would need to expand
production with new hires and larger
payments to vendors. Unfortunately
those arrangements were based on a
“handshake deal” that was never
finalized. When new owners took over
at the bank they were not willing to
place such a large bet on a company
and an industry that was new to them.

The lack of new financing put a
damper on how much Barnett could
produce. The company had to lay off
many staff members and as morale
suffered so did quality. David Barnett
and Houllis continued to represent
Barnett at venues like the SHOT Show
and the ATA Show, but behind the
scenes they were trying to find an
investor. 

A mutual friend in the hunting
industry introduced them to the
Busbice family. Bill Busbice had sold
his trucking firm and founded the
seed, feed and supplement supplier
Wildgame Innovations in 2001 as a
way to help his sons, Ryan and Matt,
build careers involving the shooting
sports that all three love. Texas-based
BA Products was acquired for its
strength in the game feeder business
and because the trio believed it could
become a major supplier of game
cameras and other electronics. The
Busbice family also brought the

Evolved Habitat and Evolved Harvest
brands under the umbrella of its
Synergy Outdoors management com-

pany. It’s most recent acquisition was
the Flextone game call line.

Barnett was the first business the

Argie Radics joined Barnett
three years ago as the Chief
Financial Officer. A certified
public accountant with exten-
sive business experience, she
set up her office with windows
that let her communicate with
other staffers, but which can be
closed when pay or other sensi-
tive issues are being discussed.
In addition to overseeing the
company’s finances and serv-
ing as the liaison between sales
and production, Radics is setting up a barcode tracking system for every component,
whether it’s produced in-house or brought in over the dock where I photographed
Robert Schantz (left) and Stewart Wheate working. With it Barnett will be able to help
streamline production while it develops a way to reward its most productive employees.

Contoured limb blanks from Gordon
Composites are slotted and drilled, then
tumbled (at left) to prepare them for
painting. Limbs for the quieter AVi models
like the Predator are laminated at the
Barnsdale plant in Michigan, get the poly-
mer over-molding in Florida and come to
Barnett for assembly. Houllis said Barnett
has never had one of the Barnsdale limbs
de-laminate. All limbs are now tested and
matched for deflection (stiffness) by
employees like Vincent Cambrick (right).
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family took on outside of the game
management area, Matt Busbice told
me when we sat across the conference
table at Barnett’s Florida headquar-
ters. Negotiations and due diligence
took nine months. In March of 2007 a
new Florida corporation was formed
known as Barnett Outdoors, LLC. It
was able to purchase assets back from
the banks and to finance the move
from Odessa to the much larger, more
efficient (and less costly) facility I
toured in Tarpon Springs. Mike
Houllis and David Barnett own
minority shares in that new corpora-
tion, with the Busbice family having
the controlling interest.

One thing all the partners agreed
on before the deal was finalized was
that the Barnett brand should remain
primarily a Made in America line.
Barnett slingshots and inexpensive
youth bows have long been made in
the orient, as is the simple RC-150
crossbow that dealers are able to retail
for just $199. For its dramatic new
Jackal, aimed at the $299 price point,
Barnett is having the stock made in
China. “Everything else will continue

to be made in the U.S.,” Houllis said as
the Barnett Outdoors president.
“We’ve invested in this plant to be lean
and vertical.”

Houllis offered me an example of
the new Barnett’s efficiency by con-
trasting it with what has been the past
practice. Stocks are a major compo-
nent of a crossbows cost, just as risers
are for a vertical bow. The “old”
Barnett had most of its composite
stocks molded at an injection molding

plant in Michigan, on huge machines
rated at up to 1,000 tons of clamping
pressure. Next they would be trucked
to the Odessa plan to be “prepped,”
with items such as studs and bushings
being installed. Then they went by
truck again, to a film dip facility in
North Carolina or Missouri. Finally
they came through Barnett’s doors
again, for final assembly. Obviously
this convoluted process used up staff
time and the company’s money.
Houllis said it also meant a five week
delay between the time a hot stock
popped out of the mold and was
placed in a cooling jig under a flow of
cold water, and the time a Barnett

PHOTOS BELOW AND RIGHT: Limb and riser components travel down assembly sta-
tions toward where the front ends are pressed on pneumatic machines so they can be
harnessed. Brian Ford (right) is using a hand press to install oilite bushings into
eccentrics. Anthony Burns (lower right) uses an air tool to attach limbs to the riser for a
Quad 400 model. Below, Ronnie Watts (blue hat) leads an assembly team that includes
Adam Walker, who here is installing strings and cables on one of the light new Jackals.
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PHOTO LEFT: Trevor Funk performs a
final check on a limb assembly, making
sure the draw weight is within specifica-
tion and the eccentrics roll over smoothly
and in unison.
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employee could pull a camo stock off
a rack to install the trigger mechanism
and other components.

This compact production line is where
Barnett’s new ADF MIM trigger is assem-
bled. The internal components are produced
through the metal injection molding
process. These triggers have to hold up to
80 pounds of string tension, yet release with
just 3.5 pounds of trigger pull. The team
Bruce Arbes (far left) supervises is capable
of assembling about 1,000 triggers per day.
One of the final steps is being done below
by Noophon Finlayson, a five-year veteran
who is at near right in the main photo.
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Today it takes just three days from
the time a stock is produced at an
injection molding plant a scant 10
miles from Barnett’s plant, and the
time the film dipped and completely
assembled stock can be boxed with
the crossbow’s front end and placed in
inventory or sent out the shipping
dock.

There was a period of three
months, between December of 2006
and March of 2007, when Houllis said
manufacturing was totally shut down.
“Then we cranked this facility up in
April of 2007 and still had a pretty
decent year. In 2008 we doubled our
business and in 2009 we doubled it
again.” Houllis believes Barnett is
again the volume leader in crossbows.

“We went from about dead in two
years to number one.”

A key step toward accommodat-
ing the growth was setting up an in-
house decorating facility. Designing
and overseeing its construction  was a
main focus for co-owner David
Barnett over a four month period.
Barnett sold an automated film dip
line  (now in use at the Mathews
plant) and developed its own semi-
automatic system that could operate
in less space and produce high quality
finishes even with frequent changes
in employees. The costly camouflage
film is kept in a booth where it’s cut to
length and carried to one of two sets
of tanks. An employee floats the film
on the water under a waiting rack of
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Robert McKittrick (left in photo upper
left) supervises the stock prep area. The
tape he and Brad Lopez are applying
keeps the film dip off the arrow track. At
left, Dan Keith waits while a robotic arm
finishes dipping these risers. At right, you
can see how the lightweight aluminum
racks are sized to cut off the film so it
doesn’t wrap around and distort on the
far side. Each component, like these
redesigned stocks at lower left, has racks
perfectly sized to accommodate them. In
the photo below, dipping department
supervisor Keith Lee demonstrates how
racks of components that have been
washed and dried come off the moving
line and go onto wheeled storage racks.
Once both sides have been dipped they’ll
be inspected so that airbrush artist Tan
Nernginn (opposite page) can do any
needed touch-up. A protective clear coat
is then applied in a paint booth.
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components that have received their
spray-on base coat, then presses a
button. A robotic arm sweeps the rack
into and out of the liquid at a con-
trolled rate, then stops so the rack can
be carried a few feet to an automated
washing station. Next the rack is lifted
to a short overhead line that carries it
through another rinse and past an air
blade that dries it.

Barnett risers and stocks are all
“double dipped” so there’s minimal
distortion  of the camouflage film.
That means after one side is decorat-
ed and dried, it goes back through the
dip process. The lightweight alu-
minum dip racks are all sized to the
components they carry so the film
cuts off and produces a neat, nearly
invisible seam. Once both sides have
been decorated, a protective top coat
can be applied.

Barnett doesn’t have to film dip its
limbs because they either are sold in
black or have been covered with the
Anti Vibration Isolation (AVi) system.
For the AVi models Barnett starts with
limbs that are laminated for it at the
Barnsdale plant in Michigan, using
Gordon Glass. The limbs are shipped
to one of two Florida vendors who
place them in molds and form the
rubber compound around them. The
polymer adheres to the fiberglass so
tightly it can’t be removed without
destroying the limb. It not only
decreases noise by between 20 and 30
percent, Houllis told me, it protects
the limbs from the nicks and dings
that could break glass fibers and over
time could lead to a limb failure. Since
the AVi layer adds weight to the limb it

does reduce speed by about 7 percent,
but Barnett compensates by increas-
ing the draw weight on those models. 

The non-AVi models like the
Quad 400, Wildcat C5 and Jackal use
solid limbs that are first contoured at
the Gordon Composites facility in
Colorado. Barnett grinds in the slots
and drills the axle holes, then tumbles
them with an abrasive media to round
the edges. After painting, they’re test-
ed and marked for deflection, then
silk screened.

Barnett felt it was important to
begin deflection matching its limbs, I
was told, to make sure they hadn’t
been caught in a mold and damaged
when the AVi coating was applied. But
Houllis said the company discovered
a significant added benefit. The num-
ber of crossbows that had to be
retimed by twisting up one of the sets
of yoke cables was dramatically
reduced once spine-matched limbs
were being sent to the assembly line.

The limb grinding and drilling
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was taking place not far from where
computer operated screw machines
and vertical machining centers were
doing their work. Where some cross-
bow companies prefer to have
machine shops cutting their metal
components, Barnett has its own staff
operating these machines on a round-
the-clock basis. The company even
has its own stamping press that first
punches out and then forms part of
the limb brackets.

Molding metal is one of the few
operations not being done in the
Barnett plant. Barnett has a vendor
diecast the lightweight magnesium
Shoot Through Riser used on the
company’s most powerful models.
The internal components for the
company’s new trigger, formed
through the metal injection molding
process, are also purchased from a
vendor and then assembled by
Barnett employees working on their
own compact assembly line.

That trigger is a big advance for
Barnett, because it gives everything
from the Jackal on up in the Barnett
line an all-metal trigger that incorpo-
rates an anti dry fire system and a
smooth, 3.5 pound pull. “We’ve tested
that trigger up to 10,000 cycles and it
shows virtually no wear,” Houllis told
me. Having an anti-dry fire feature has
also reduced returns of models that
were dry-fired in stores, often by gun
hunters who may not have under-
stood how damaging that could be to
a piece of archery gear. Dry fires are
typically more damaging to cross-
bows than they are to vertical bows,
since you have much higher peak
weights, but the company has worked

to redesign components so the
string loop is the first item to fail,
not a cam or a limb.

Triggers, stocks, limbs,
eccentrics, risers and string and
harness assemblies follow a W-
shaped path across the main
production floor. They converge near
a new quality control center that had
seven staffing it the day I visited. Each
stock assembly and each front end
assembly was checked for fit, finish
and operation before it was approved
for packaging. 

Barnett has had to retrain its work
force to make quality a priority,
Houllis said, but is making real strides
in that direction. “Our company phi-
losophy now as far as manufacturing
is that quality is number one, then
delivery and profitability come next.
We QC every piece now. We QC the
goods we’re getting from our vendors,
what’s coming out of our machine
shop and dipping plant. And we QC it
again before the finished product goes
in a  box. Our goal at Barnett is to build
the best crossbow at any price,
whether it’s $300 or $700.”

The company has been able to
increase its pay to be competitive with
other Florida manufacturing firms. It’s
also working to smooth out the pro-
duction cycles so the best employees
can be on staff year round. The Florida
firm will need to keep at least 110
employees through the “slow” time of
the year now, Houllis estimated, with
college students and other seasonal
help pushing employment between
July and September toward 180. That
is because demand is being driven in
by a marketing and sales effort

unequalled in the company’s 50 year
history.

Last year the Synergy group was
able to gain representation for Barnett
through Outtech, the nation-wide
sales rep group that has many of the
top brands in archery. Jackie Allen, the
company’s veteran sales manager,
said Outtech can better service
archery retailers than some of the
firearms orientated groups Barnett
has used in the past. JES Marketing
continues to handle western states for
Barnett and Schuleler Lafond has
retained some specific accounts. In
Canada the company is represented
by Kolder Canada and Tim Bailey &
Associates.

Barnett has just added an inde-
pendent rep to travel Europe for the
brand, Allen said, and she’s added
three positions to her in-house staff
recently to handle sales support and
customer service. 

Dealer and consumer inquiries to
Barnett are surging in part because
Matt Busbice is coordinating a power-
ful marketing campaign. “The biggest
claim we can make is that the Outdoor
Channel’s Sunday night block is
brought to you by Barnett Crossbows
for 52 weeks of the year. That’s got
some of the nation’s best hunting TV,
including The Crush with Lee and
Tiffany, Michael Waddell’s show, and
Wildgame Nation.”

Jason Griffin (at right) heads a seven member
quality control team whose goal is to give a final
check to every crossbow assembled at the plant.
As flaws are noted and routed back to production
for correction, they’re logged into a computer
and studied so any underlying issues can be
addressed. With Griffin are (left to right) Seth
Meysenburg, Cody Johns and Mikul Robinson. At
left Robinson is using a hand tool to rapidly reset
this Quad 400 trigger so he can fire it about 50
times to check for proper operation.
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Wildgame Nation is a new reality-
style program sponsored by Barnett
and hosted by Bill, Ryan and Matt
Busbice, who naturally will be using
Barnett crossbows on some of their
hunts. 

“Barnett is also a block sponsor
on the Sportsman’s Channel and the
Pursuit Channel, so we have blocks on
the three major hunting networks to
keep product moving off the shelf,”
Busbice said. “On the print side, I
think Barnett’s campaign is every bit
as powerful as any crossbow company
in the world.”

The Duck Commanders was a hit
show last year and this year a deer
hunting program, the Buck
Commanders, has begun to air featur-
ing Willie Robertson of the Duck
Commanders and Chipper Jones, the
Atlanta Braves baseball star who is
enshrined in the Baseball Hall of
Fame. When Barnett needed a name
for its new 365 fps model that com-
bines a molded half stock with alu-
minum barrel, Busbice helped
arrange Barnett’s sponsorship of the
new program along with the Buck
Commander name for its new cross-
bow. (You’ll see it in the catalog as the
Bonecrusher though, a name another
firm was able to trademark just days
before Barnett attempted to.)

“Dude, that stock is sweet,”
Busbice told his co-owners when he
held a production model of the Buck
Commander for the first time during
my plant visit. He was just as compli-
mentary about the lightweight new
Jackal, which weighs just 7 pounds.
“I love it. It’s got good balance, it
really does. It shoots about 316 fps
and the price is unbelievable. It’s a

www.kowa-usa.com

TSN-880/770 Series

GENESIS 44 Series

GENESIS 33 Series

MEET
OUR

FAMILY
WITH SUPERIOR OPTICS

HIGH PERFORMANCE MODELS 

Above. 17-year-old Kellie Lee slides a crossbow
down the line after it has been packaged. Most
Barnett crossbows are sold in kits that include acces-
sories. At right, Michael Gonzalez operates a hand
jack to move a pallet. For safety reasons, powered
forklifts are used only in the dock area.
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perfect starter bow. It’s almost too
good.”

Houllis said the new models and
upgrades to other popular models,
coupled with the marketing push
that Busbice is orchestrating, has the
company looking for a 50 percent

sales increase this year. This time
Barnett seems ready for that kind of
rapid growth, with better financial
controls, a better production flow
and much improved product quality. 

What does the future hold for
Barnett and the crossbow portion of

the archery industry? Houllis said “I
think the crossbow growth could
mirror what the bow guys did in the
80s and 90s.”

“It’s a very exciting time,” Jackie
Allen told me shortly before the vet-
eran sales manager headed out on a
trip to show the Buck Commander
and Jackal to some major accounts.
“When you look at where we’ve
been, and now where we have the
ability to go, combined with where
the market itself is going, it’s a great
time to be here.” 

What about Synergy Outdoors?
Will Barnett Outdoors continue to
have the backing it needs for long-
term growth in an industry where
there is continued pressure to move
production to cheaper labor markets? 

“This all started as a way for us to
be in the hunting business,” Matt
Busbice acknowledged to me during
my visit. “But now our focus is to
make sure we’re in it for the long
haul. We’re not here to flip these
businesses. It’s how my brother and I
want to spend our professional
careers. We’re in it to win it.”

David Barnett is an accomplished big game hunter who has taken
more than 45 difference species with archery gear. The past several
years, he has focused on business and family (he and his wife have
three young daughters). Barnett and Houllis (below) do make time
to hunt alligators each fall. Barnett is holding the new Vortex Junior
compound he designed. It comes with the modules needed to fit up
to 27 inches and adjusts in draw weight up to 45 pounds. It has the
look of a modern adult compound but the cast magnesium riser
means it can be sold, with accessories, at $149. Barnett designed
the package so the bow and its accessories can all be handled in the
store, then the rigid molded package doubles as the carrying case
for the assembled bow. “It’s a fantastic piece of equipment and that
package is really going to move it along,” he predicted.
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