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I was interested to read a report late last year 
that industry bodies, government and labour 
signed a “Buying Local Pledge” in an effort to 

promote procurement of locally manufactured 
products and services.

The signing took place at Proudly South 
African’s (Proudly SA’s) second Buy Local 
Summit, in Johannesburg, which also marked  
the launch of the organisation’s festive season  
Buy Local Campaign.

The pledge, which Trade and Industry 
Minister Dr Rob Davies and Economic 
Development Minister Ebrahim Patel signed  
on behalf of government, served as evidence  
of the trade and industry sector’s commitment  
to boosting the economy through local  

procurement, Proudly SA CEO Lesile Sedibe said.
The Community Constituency, Business Unity South Africa, the 

Manufacturing Circle and the Federation of South African Labour Unions  
also signed the pledge.

In my view buying local should not be questioned, it should be a given. 
However how often do we come across examples up and down the supply chain 
where products and services have been sourced internationally when, in your 
view, they could have been procured locally? In some instances the systematic 
importation of goods has led to the near demise of the industry and I give the 
textile/clothing and shoe manufacturing industries as examples.

But then why do local government agencies/departments continue to  
‘fly in the face’ of such pledges and have an external focus? I cite the foundry 
industry for example. The industry is struggling because of the ‘cheap’ imports 
from countries such as China and India. These countries are flooding our  
market, affecting both the foundries and suppliers, but are they competing 
fairly? Locally, our unproductive labour force (when compared to other parts  
of the industrialised world), legislation challenges, high electricity and labour 
costs are just a few reasons why these countries can supply cheaper than  
we can produce.   

With all the good intentions, a government-funded organisation has been 
set up to help put the foundry industry on a new path of success and  
sustainability. A sizeable amount of taxpayers (you and I) money was approved, 
which in my opinion has been abused by consultants, to uplift the industry to 
international standards so that the industry would be in a position to deliver in 
support of the government’s planned multi-billion infrastructure programme. 
If all reports are to be believed then we should be opening more foundries to 
cope with the volume of orders.

There are other initiatives that have been put in place to get our  
foundries up to speed and be in a position to deliver for this infrastructure  
programme. Despite these efforts and those by the industry body – the South 
African Institute of Foundrymen – foundries continue to struggle and close. 

Why is this happening? Besides the flood of imports here is another reason. 
A foundry owner pointed out to me the other day that for 11 months of the year 
his foundry consumes roughly the same amount of electricity. The increased 
charges he is now billed are exasperated even more so over the three to four 
month winter period when his electricity costs are increased by as much as 
50%. And Eskom has supposedly threatened  
another 15 years of above-inflation increases  
according to reports!! 

How then are Eskom contributing to  
the ‘Buy local pledge’? 

EdITOR’S   cOMMENT
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VIEW   POINT

Africa - A bright future now

If Caterpillar Inc., considered a bellwether for the U.S. 
economy, is touting Africa's potential, then manufacturers 
need to take heed.

"I am more optimistic about Africa than I have ever been 
in my career," proclaimed Caterpillar CEO Doug Oberhelman 
during an event at Barloworld, its distributor in South Africa, 
last year.

At the event, Oberhelman mentioned a joint venture 
the company has in Nigeria. "As Africa develops and policy 
changes and living standards rise, the demand for equipment 
will also rise," he told reporters.

As far as locating a plant in Africa, Oberhelman said his 
company will have a facility there in the future, but that it's 
more than a couple of years out at this point.

What Oberhelman sees is what the rest of the 
manufacturing world is beginning to see as well. The strongest 
case the continent presents is its GDP growth. Africa is 
home to six out of the top 10 countries that are experiencing 
economic growth, according to an analysis by the Economist. 
Over the past decade, it has been the second-fasting growing 
region in the world, averaging growth of 5.1% during that 
period.

New home for American exports?
In 2012, Africa was expected to grow at a rate of 5% to 

5.7%, according to the International Monetary Fund.
But while that easily outdistances rates in sluggish 

Western Europe and the United States, faster growth may be 
ahead. The World Bank is almost giddy in its prediction that 
"Africa could be on the brink of an economic take-off much 
like China was 30 years ago and India 20 years ago."

Such predictions are prompting an active pursuit of 
investment in Africa by U.S. firms. In February 2012, Anadarko 
Petroleum, Caterpillar, Chevron, Energy International and 
General Electric were part of a State Department-led energy 
trade mission to Mozambique, Tanzania, Nigeria and Ghana.

"The United States is ready to do business in Africa in a 
much bigger way," Deputy Assistant Secretary of State for 
African Affairs William Fitzgerald said during that visit. He 
encouraged both U.S. and international firms to invest in 
sustainable development across Africa.

A leading Senate Democrat agrees. Illinois Sen. Dick 
Durbin introduced S.B. 2215, "Increasing American Jobs 
Through Greater Exports to Africa Act of 2012." The bill notes 
that "countries in Africa have a collective spending power of 
almost $9 billion and a gross domestic product of $1.6 trillion, 
which are projected to double in the next 10 years." The bill is 
designed to bolster U.S. aid for companies investing in Africa, 
particularly through the Export-Import Bank, with the objective 
of increasing exports of U.S. goods and services to Africa by 
200% in real dollar value within 10 years, as well as improving 
the competitiveness of U.S. businesses in Africa.

Paving the way for an increase in exports is the rising 
level of disposable income by the 40% of the population that 
now lives in cities. By 2030 that number will rise to 50%, with 

Africa's top cities having a combined spending power of  
$1.3 trillion, according to a recent study by McKinsey.

The study also showed that most African households 
spend 30% of their income on groceries, 10% on clothing and 
6% on telecommunications.

That could account for why behemoth retailer Wal-Mart has 
invested $2.4 billion in Africa. "There are a lot of things to be 
optimistic about in the region," said Doug McMillon, Wal-Mart 
International president and CEO.

Many companies are already exporting to Africa, especially 
in the more well-established countries such as South Africa. 
The United States exported more than $7 billion to South 
Africa in 2011, a 30% increase from the previous year. "We've 
heard the number 600 representing the American businesses 
that have put down roots in this country, but that is growing 
and we encourage that growth," the State Department's 
Fitzgerald said.

In addition to viewing Africa as a new export market, many 
companies are seeing Africa as a place to grow the bottom line 
by establishing plants to service the continent. Ford, which has 
had a long-time presence in Africa (since 1923 in South Africa) 
is benefitting from the growth and announced in August that 
it was adding 800 new jobs at  two plants in South Africa to 
keep up with growing demand. 

GE currently has projects in Nigeria, Kenya, South Africa, 
Angola and Ghana. In March 2012, GE signed a deal to build 
$10 billion worth of power plants in Nigeria over the next 
decade.

Cummins Power Generation is also exporting products to 
Africa, as evidenced by its sale of generator sets to provide 
power for Telecel, the second-largest mobile-phone network in 
Zimbabwe.

In the cotton market in Zambia, three U.S. companies have 
investments. Cargill Cotton Ginners Limited, which has been 
active in the country since 2006, has investments worth over 
$18 million. Dunavant Cotton's investments total $25 million, 
while the National Milling Corp. has invested more than  
$20 million.

The food industry is targeting Africa for expansion as well. 
In August, Nestle opened its first facility in Angola. It will serve 
as a finishing center for milk powder. "Angola is not only one  
of the fastest-growing economies in Africa, but one of the 
fastest-growing in the world, with a rising middle class," said 
Nestle CEO Paul Bulcke at the plant opening.

Setting up shop in Africa
GE carefully chooses its investments in Africa. While a 

McKinsey study proclaims that the rate of return on foreign 
investment is higher in Africa than any other developing 
region, GE isn't so sure. "You have supposedly got a lot of 
money that's available for African investment, but there is  
this gap between what's bankable and what's not," said  
Jay Ireland, CEO of GE Africa.

While Caterpillar, Ford and GE represent U.S. companies 
that are heavily invested in Africa, other American companies 

Is Africa ripe for major investments by U.S. manufacturers? A growing number of experts think 
the 'dark continent' is a sunny and profitable destination.



are slower to put down roots. "The U.S. is behind other parts 
of the world when it comes to investing in Africa," said Tim 
Hanley, global leader of Deloitte's Manufacturing Industry 
Group.

Part of the reason, says Hanley, is the infrastructure, 
which makes it very difficult to conduct business both within 
and across the 54 countries. Efforts are underway to improve 
ports, rails and roads, Hanley points out.

Energy is another issue, says Hanley, citing a World 
Bank study that says manufacturing enterprises experience 
outages every 56 days on average. The World Bank says this 
insufficient energy grid results in companies losing 6% of 
sales, and if a backup generator isn't available, the loss could 
be as much as 20%.

Even when energy is available, the cost is steep. "It is hard 
to compete for foreign direct investment if your energy costs 
30 cents per kWh while you could have it at 5 cents in another 
developing country," World Bank Vice President Makhtar Diop 
commented in October after the Africa CEO Summit in Tokyo, 
Japan.

These factors might account for the "unevenly distributed 
investments with a large share of FDI going to extractive 
industries in a limited group of countries," Hanley says.

The continent is working on improving the business 
environment. For example, the IFC/World Bank report "Doing 
Business 2012" indicates that 36 of 46 governments in 
Sub-Saharan Africa improved their economy's regulatory 
environment for commerce in 2010 and 2011.

Another challenge, not unique to Africa, is the availability 
of a skilled workforce. The current workforce of 382 million 
is becoming more educated.  Forty percent of Africans have 
some secondary or tertiary education. However, employers 
from South Africa reported in a McKinsey survey that they are 
having problems finding workers with specific skills.

These higher-level skills will be especially important in the 
manufacturing sector, which is projected to create 8 million 
jobs by 2020 with current policies and could add 7 million 
more jobs if reforms are enacted, McKinsey says. Even though 
the sector will create jobs in the future, manufacturing in 
Africa, like much of the world, has declined recently.  
In 27 major African economies, the GDP share from 
manufacturing fell from 15% in 2000 to 12% in 2012.

Sectors of growth
Despite these many challenges, Hanley notes that 

companies are keeping an eye on the opportunities. "The 
automotive sector is perhaps the most established sector, 
but there are also increasing investments in the metals 
and mining, aerospace and defence, chemicals, and other 
industrial manufacturing sectors."

BASF, for example, recently opened its first production 
plant for dispersions in South Africa. "South Africa as an 
emerging market is very attractive for us," said Christoph 
Hansen, senior vice president Dispersions for Adhesives 
and Construction Europe. The company will use this factory 
to service both South Africa and neighbouring countries. 
Its portfolio ranges from chemicals, plastics, coatings, 
dispersions, agricultural products to mining and construction 
chemicals and emission catalysts.

Francisco Sanchez, undersecretary for International Trade 
at the Treasury Department, has identified other specific 
sectors for investment. As the government of South Africa 
is aiming to double its energy-production capacity over the 
next 20 years with 40% coming from renewable energy, 
opportunities abound.

Sanchez points out in recent testimony that "the rapidly 
growing economies of Sub-Saharan Africa are driving demand 

for power. Due to the poor state of electrical infrastructure, 
plans for massive investments are occurring throughout the 
region. Opportunities exist in solar, wind, hydro, biomass and 
clean-coal-generation technologies, power transmission and a 
wide range of energy-efficient technologies."

Sanchez also identified aviation as a growth sector as 
airlines are upgrading and expanding. "Militaries in South 
Africa, Nigeria and elsewhere are considering purchases of 
airlift, maritime patrol, surveillance aircraft and other assets 
primarily for peacekeeping, humanitarian relief, anti piracy and 
border-patrol missions," he noted.

Shape of things to come
While the challenges of infrastructure, workforce and 

general business issues are formidable in Africa, Jeffrey 
Immelt, CEO of GE, feels the "time is now" to invest in Africa.

"Companies really want to invest in Africa right now," 
Immelt said during a speech he gave at the Stanford Institute 
for Economic Policy Research Summit 2012. "It's very much 
top of mind. I think the next two decades are going to offer 
tremendous opportunities for East Africa and Sub-Saharan 
Africa."

While he sees the opportunities, he acknowledged that 
"there is always risk and volatility." However, GE is a long-
term investor, he said. "When we feel the rule of law, good 
government and stability is under way, that can accelerate 
growth even further."

Immelt was very enthusiastic about growth potential. "I see 
many trends that are under way. For a guy like me that has 
been doing this for 30 years, it is exciting. We picked up the 
evolution of China and Brazil and many other regions and the 
time is now [for Africa], not 20 years from now." 
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Edgecam 2013 R1 provides an intuitive environment for 
the comprehensive programming of all wire EDM machine 
tools. It includes a comprehensive library of proven  

post-processors and knowledge-based cutting schemes as 
standard. The new cycles are aware of stock, eliminating air 
cuts and reducing cycle time.

Users can select from one of the pre-defined machining 
strategies, such as “Unattended night runs” and “Attended day 
runs.” Alternatively, they can easily define their own.

Other features include multiple 
strategies for corner types, 
different tagging options, the 
ability to apply roughing and 
finishing cuts, multiple punches 
and dies, and a “no core” pocket 
destruction routine. Another new 
feature is the “Images and context 
help” for all options on the Wire and 
Feature Find command dialogues, which makes 
the interface more intuitive, and helps users to better 
understand their purpose.  

As well as the new wire EDM function, a number of 
enhancements gives added value for all Edgecam users.

The Waveform Roughing cycle now has the ability to specify 

a pre-drilled hole as the 
approach type, ensuring a 
smoother transition into the 
material, reducing the cycle 
time even further. 

Another time-saving 
feature in the Profiling cycle is  
the new option to specify a 

chamfer or radius to break 
sharp corners, eliminating the 

need for deburring.
A new “Tube” stock type has been 

added, and the user can now edit stock 
dimensions and re-pick geometry while 

retaining the stock shape. Changes 
to the stock are now considered 
automatically when regenerating the 
machining instructions.

In Feature Finder, improved ordering 
based on a “nearest next” algorithm ensures 

that features are presented in optimum order for machining. 
Feature Finder can now also identify U and V shaped groves for 
subsequent machining.

In Turning, the new Rough Profiling cycle removes material 

INduSTRy   NEWS

cover story

The latest release of Edgecam CNC software features a brand new wire EDM product.

Wire EDM in 
Edgecam 2013 R1
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in a series of cuts parallel to the input profile, and is typically 
used for roughing free form profiles from castings and forgings. 
It is also useful for cutting materials where it is beneficial to 
minimise re-entrant cutting as it keeps the tool in contact with 
the material for longer. The cycle includes intelligent stock entry 
and exit, as well as being stock-aware to eliminate air cuts and 
reduce cycle time, along with supporting controller tool offsets 
and including options to specify a range of different offsets.

Further enhancements have been made to the Edgecam 

Simulator, enabling the simulation 
process to rewind to a previous 
position in the machining sequence.

Toolpaths are now generated 
much faster thanks to a new 
5-axis 64-bit machining engine 
running as a separate process, 
utilising multiple core technology. 
Background processing of milling 
cycles in the Mill/Turn environment 
is now available, meaning the user 
can carry on working while Edgecam 
calculates complex toolpaths.

Edgecam is a certified partner 
for Autodesk Inventor, and 2013 
R1  contains a direct interface 
with Autodesk Vault 2013, allowing 

users to manage their 
Edgecam files in it. 
Work in progress can be 
tracked, and users can 
maintain version control 
over their individual jobs. 
Edgecam’s Vault menu 
gives direct access, and 
users can check part files 



in and out, and view the change history. 
When Edgecam files containing an Inventor model are 

checked out of the Vault and loaded into Edgecam, any recent 
changes to the Inventor model are recognised, flagging up the 
opportunity to update it in the Edgecam part.     

The Waveform Roughing Strategy is the software's biggest 
innovation for several years and is included in the standard 
license. Along with the improved metal removal rate from the 
constant tool load path and smooth toolpath pattern, the new 
feature is designed to provide greater stability, more precise 
machining and improved tool life. The improved surface finish 
can also eliminate secondary cutting cycles.

The latest software version also allows multi-threading 
toolpaths and background processing, as well as upgrading 
the five-axis cycle to 64 bit. Background processing frees 
the operator to undertake other tasks and has dramatically 
reduced downtime.

The software ensures that manufacturers get prototypes 
right the first time, every time, overcoming issues of proof parts 
costing too much in terms of setting up, scrap, broken cutters, 
wasted program time and machine downtime.

Laser and tube products - Radan
Radan, one the world’s most powerful sheet metal CAD/

CAM software, has launched two new laser products. Part of 
the Vero Software stable, Radm-ax is a 5-axis programming 
system for multi-axis laser or 
water-jet cutting machines in the 
general engineering, automotive 
and aerospace industries. And 
Radtube is specialist programming 
software for rotary and multi-axis 
cutting machines used by the tube 
cutting and manipulation industry.

Both come with a 
comprehensive machine and 
postprocessor database making 
them fully compatible with 
machines from a large number 
of manufacturers.  Should a 
machine not be supported, a 
Machine Setup utility means bespoke machine types and post 
processing information can readily be configured.

Radtube: A library of parametric tube shapes simplifies 
the creation of the tube material to be cut. And a library of 
parametric hole shapes mean specialist joint features such as 
duck tails, clips and key holes can easily be added. Radan’s 
renowned nesting capabilities help users to nest multiple parts 
on a single pipe or section, by creating individual programs 
for each part, then simulating and checking the cutting path. 
Previously machined parts can be nested into a multiple  

 
 
 
 

 
 

 
 
 
 
 
number of 
tubes where each 
nested tube can be post-processed to form 
a complete NC program – giving maximum yield and minimum 
waste from expensive materials.

Radm-ax: Cutting operations are generally divided into 
outer trims – the external forms of the part – and inner trims, 
which represent the internal cut-outs and other features to 
be machined. While their basic toolpaths can be generated 
automatically, they can also be easily created and refined 
manually. Users have full control over how each inner and outer 
trim is handled – e.g. creating micro-joints to hold the material 
in place until processing is finished, is both quick and simple. 
The toolpath can also be edited regarding how the cutting 

nozzle is angled towards it, or how 
it handles jigs and fixture features – 
Radm-ax offers a number of ways of 
handling fixtures, including importing 
them from external files and 
manually repositioning them, or using 
the Fixture Design utility to create the 
support fixtures in sheet metal.

Toolpath verification and 
simulation in both Radtube and 
Radm-ax ensures there are no 
nasty surprises when cutting starts. 
A full solid toolpath simulation 
shows the angle of the nozzle as it 
moves around the part, providing 

instant feedback about whether machine head movement or 
accessibility means a specific move is possible. Any collisions 
which are detected are highlighted both on the model and via 
on-screen messages and can be manually edited or corrected 
automatically. Once the toolpath has been completely verified 
and optimised Radtube and Radm-ax quickly generate  
reliable NC code. And a wealth of features help reduce 
machine tool wear while ensuring feeds and speeds are 
maintained across the job.  

For more information contact Stillam on  
TEL: 011 663 2600 or www.stillam.com  

METALWORKING NEWS   v 11. 6   January 2013   9



Following Eskom’s admission that BHP Billiton paid lower 
rates for electricity than domestic users because of a 
special deal, manufacturers have been clamouring for 

similar discounts. Eskom has applied to the National Energy 
Regulator of SA for tariffs to increase 16% a year over the next 
five years.

Stewart Jennings, chairman of industry body the 
Manufacturing Circle, said the proposed hike would  
cripple the sector that accounted for 12.7% of employed 
South Africans. It would further reduce its ability to hire  
more workers.

"At this stage, they (government) are sympathetic and  
are looking for processes by which heavy energy users could 
be subsidised, but there are no firm commitments yet,"  
Mr Jennings said. "Our effective electricity increases over the 
past five years have gone above 200%.

"We cannot digest that and now they are looking for  
another 16% (increase). You cannot continue to do that."

Eskom’s application for another above-inflation increase 
was identified as one of the factors that contributed to a 
decline in manufacturers’ confidence in the third quarter.  
The Manufacturing Circle conducted a survey of 73 leaders of 
small, medium and large manufacturing companies and found 
that 45% of them considered business confidence to be  
fragile or weak in the quarter.

The mining and transport strikes in August and  
September also dented confidence. Manufacturers cited  
the transport sector strike as the biggest factor that  
negatively affected their operations during the  
quarter.

One CEO, who participated in the survey, said the  
transport sector strike had significantly constrained his  
company’s ability to obtain raw materials, while another  
complained that it had delayed the shipment of containers  
to the Durban port.

Pan-African Capital CE and economist Dr Iraj Abedian  
said that because of the close link between mining and  
manufacturing, strikes in the mining sector would also  
negatively affect third and fourth quarter output figures.  
Dr Abedian forecast that the country’s economic growth would 
slow to between 1.5% and 1.7% in the third quarter from 3.2% 
in the second, largely as a result of strikes in the transport 
and mining sectors.

Lower growth could imply inhibited employment  
opportunities for the 4.7-million jobless people. Many of  
the government’s policies aimed at addressing the 25.5%  
unemployment rate could be rendered ineffective if there  
were no adequate plans to equip people with "skills that are 
relevant", Dr Abedian said.

The Manufacturing Circle’s employment figures tallied  
with those released by Statistics SA recently, which  
showed that jobs in the sector rose by 49,000 in the third 
quarter.

Manufacturers identified mergers and acquisitions, the 
implementation of new projects, increases in the number  
of work shifts, and the recruitment of critical skills as some  
of the reasons for the growth in the number of employees 
hired.

The Manufacturing Circle’s survey further showed that the 
proportion of respondents who reported a positive growth in 
the value of domestic sales declined from 70% in the second 
quarter to 60% in the third. However, domestic sales  
continued to outperform export sales in the third quarter, 
reflecting depressed global demand.

Depressed demand in SA’s main trading partner countries 
has led to a refocus by manufacturers of growth opportunity 
markets in Africa.

Dr Abedian said some of the survey’s respondents  
suggested that Africa presented better opportunities because 
of the increase in mining activity and infrastructure-related 
projects.

Manufacturers say they are making progress in their talks with the government 
about the possibility of electricity subsidies.

Manufacturers bid for 
cheaper power
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The nomenclature associated with coil processing  
equipment suggests they might perform the same 
jobs, but reality suggests that flatteners, levellers, and 

straighteners serve completely different purposes for the 
metal former working with coiled materials.

If you need to work coil, do you rely on flatteners,  
straighteners, or levellers? The fabricating segment of the 
industry tends to call anything that changes the coil’s shape 
a straightener, while service centres call them levellers. 
Producer mills recognise flatteners and levellers by their 
capabilities. Although each piece of equipment bends metal 
and the nomenclature implies the same functions, the actual 
machine and its capabilities differ significantly. 

Before coiled material can pass through a die to produce 
an acceptable part, it must be straightened. Coil straightening 
is accomplished by bending a strip of material around sets of 
rollers that alternately stretch and compress the upper and 
lower surfaces so that the material's yield point is exceeded.

Surfaces are then the same length after springback, 
which results in flat material. Straightening requirements  
vary depending on material defects, die design, and part 
requirements.

Raising the bar - Flat and completely square material
However the biggest irritation for fabricators and service 

centres alike is the quality and shape of the sheet supplied, 

In the English language, several different words often mean the same thing. 
As a result, it is easy for the astute person to become confused with nomenclature. 
The metal processing industry is no exception.

Circle Way Trading unveils 
Dimeco-Alipresse de-coiling, levelling 
and cut-to-length line

The machine is fed from a de-coiler that houses a 25 ton coil that can accommodate material of 1600 mm wide and 4 mm thick.
From there the material is levelled, an important part of the operation. The de-coiler, levelling and cut-to-length line

is manufactured by French company Dimeco-Alipresse and supplied locally by Durma SA
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once de-coiled. The quality is defined as prime, A, B or C 
grade material and price determines the various grades. 
Supply is generally out of the hands of the user because they 
are reliant on the limited number of local OEM coil suppliers.

“The first stage of processing the material after de-coiling 
is all important to the fabricator and service centre owner,” 
said Henk van Niekerk, one of four partners that have made a 
sizeable investment in a de-coiler, levelling and cut-to-length 
line manufactured by French company Dimeco-Alipresse and 
supplied locally by Durma SA. 

“To receive material that is virtually flat, square and on 
time is optimal for the user. This alleviates many potential 
problems further down the production line and ensures that 
the user is achieving the associated cost benefits,” continued 
van Niekerk.

“The line has primarily been purchased to supply the 
needs of our associated companies Ultra Lock, Henwill 
Engineering and Metal Formers, which are involved in  
manufacturing OEM products such as the award winning Ultra 
Lock, and offering fabricating services for the manufacture of 
various components and products that are used as electrical 
support systems, cable management and structural support 
systems for the construction and IT industries, and custom 
components such as strut, cable trays, cable ladders, power 
skirting, cantilever arms, wiring channels, brackets, clamps, 
fasteners, computer cabinets, self service terminals and  
distribution boxes.”

“Flat sheet is laser cut, bent, formed, punched, stamped 
or notched by these companies. Many of the products or  
components are high volume orders and therefore require 
repeatable operations at high speed.”

“Currently the three companies process between 300 
and 500 tons of metal a month. This is a sizeable amount of 
metal to process and the number of components dispatched 
to clients is numerous. We have kept up-to-date by installing a 
Durma fibre laser, new Durma press brakes and a multi-turret 
CNC punch press but we were still experiencing hold-ups 
with the material supply and the quality of the sheets. This is 
why we have taken the decision to have more control in this 
department and invest in equipment that we believe will  
alleviate this problem.”

“This is a giant step forward in our history because we will 
be virtually in control of all the processes that the companies 
are involved in. In future we will only be reliant on the suppliers 
of the coil and if a client needs any finishing operations such 
as galvanising or painting,” continued van Niekerk.

Dimeco-Alipresse de-coiler, levelling and cut-to-length line 
The machine is fed from a de-coiler that houses a 25 ton 

coil that can accommodate material of  
1600 mm wide and 4 mm thick. From there 
the material is levelled, an important part of 
the operation. A hydraulic shear then crops 
the ends and cuts the blanks, which are then 
processed later on other equipment.

Levelling machine is about 50%  
of the total investment

The Dimeco-Alipresse levelling machine, 
which is the actual heart of the new line, has 

17 levelling rolls with 7 packs of supporting rolls which are 
individually adjustable through CNC controlled servo motors. 
With this it is actually possible to level any quality of steel. 

“The levelling machine accounts for about 50% of the total 
investment in the line, which gives you an idea how important 
this function of the whole line is. This will give the company a 
huge advantage compared to the cut-to-length lines already in 
the steel supplier market that have straightening machines. A 
straightening machine only has 5 or 7 straightening rolls with 
no supporting rolls. These machines only straighten the bow 
of the material when it is delivered from the coil.”

Supplier of processed coil
The Dimeco-Aliprese line is housed in a specially erected 

700 m² under roof facility in Industria, Gauteng. Van Niekerk, 
his father Hennie, the inventor of the Ultra Lock, his brother 
Derrick and Alex Gates, who is well known in the steel supply 
industry, are the partners in the Circle Way Trading venture. 

“Currently we are processing about 500 tons of steel a 
month but the line has the potential to process up to  
2 000 tons a month, in a single shift. We will actively be  
canvassing to fill up this capacity by offering quality processed 
blanks, which our research shows that there is a need for in 
South Africa,” enthused Gates.

“With a square accuracy on a 3000 x 1500 mm sheet of 
0.5 mm I am sure we will be getting some keen interest from 
the market.”

For further details contact Circle Way Trading on  
TEL: 011 473 1800

The Dimeco-Alipresse levelling machine, 
which is the actual heart of the new line, has 

17 levelling rolls with 7 packs of supporting rolls 
which are individually adjustable through 

CNC controlled servo motors. With this it is 
actually possible to level any quality of steel

A hydraulic shear crops the ends and cuts the blanks, 
which are then processed later on other equipment. 

Square accuracy on a 3000 x 1500 mm sheet is 0.5 mm
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“A particular word of congratulations to Rebcon 
Engineering, this year’s overall winner of the Stainless 
Steel Awards,” said Bill Scurr, the executive director of 

Sassda at the announcement in October of the Stainless Steel 
Awards for 2012. Rebcon, also the winner of the innovation 
award, designed and manufactured the connection brackets for 
the façade at the Moses Mabhida Stadium in Durban.

The Stainless Steel Awards were started in 1998 with the 
aim of recognising innovation and exceptional achievements 
in the stainless steel industry. They have traditionally been a 
bi-annual event; however with the economic recession in 2010, 
no awards took place. The 2012 awards were the 7th occasion 
the awards had been held and the theme for the awards was 
“100 years of stainless steel”, in keeping with international 
celebrations of this milestone.

It is with the generous support of the Stainless Steel 
Awards’ sponsors that the event was made possible. The 2012 
sponsors included 3M, Air Products, Afrox, Columbus Stainless, 
Euro Steel, Fischer, Macsteel VRN, NDE, Rimex Metals, 
Stalcor, the Nickel Institute and the International Chromium 
Development Association (ICDA).

The Moses Mabhida Stadium in Durban is one of the 
most memorable soccer stadiums built for the World Cup. 

The stadium bowl façade is a uniquely designed system that 
embodies the visual simplicity and transparency of the iconic 
stadium structure.

The façade makes extensive use of stainless steel fittings 
and fixings, which are the primary connectors that ensure 
this structure stays up for years to come. The Rebcon team 
designed the system, which includes grade 316 Tek screws 
and A4-70 bolts. It also helped with the concept development, 
design and testing of the unique grade 316 stainless steel  
‘ball bracket’.

The façade is about 40m at its highest point and made  
of 20 000m2 of perforated powder coated aluminium  
standing-seam sheeting, which follows an extraordinary 
geometry defined by the external surface of the  
bowl structure.

Velo SA was runner up in the innovation category, with its 
innovative small wine cellars and Solar PriMeg scooped a merit 
award for its innovative stainless steel solar heating system for 
the low-income market.

Project category
The 21 entries in the Project category exceeded the judges’ 

expectations. It was therefore decided that the category  
should be split into three sub-categories. One each for art, 
engineering and for architecture. Marco Cianfanelli & Steven 
Roger-Lund were the winners in the project art category for 
their design, manufacture and installation of “The Minds Vine” 
Sculpture at Tokara Wine Estate. The Matrix was the runner  
up for its design of a new light fitting for their company’s  
office.

Cianfanelli & Roger-Lund were also the winners of the 
project architecture category for their “Inner City, The City 
Within” sun screen for Absa’s new West Tower Building. 
GKD Buismet was the runner up for its sun screen in woven 
stainless steel material of cable and rods for durability and 
solar protection.  

Metso ND was the winner of the project engineering 
category for its ammonium sulphate crystallizer plant - 
Ambatovy Nickel Project – in Madagascar. the biggest ever to 
be built in the world. While the same company also scooped 
the runner up award in the category for its Sappi Ngodwana 
Go-Cell digesters.

Product category
There were 15 entries in the popular product category  

in 2012, making selecting a winner and runner up extremely 
tough. However, Turnstar scooped the top accolade for its 
Speedstile Express access control system in stainless steel. 
Metric Steel Services was the runner up for its “Little Wood 
Stove” energy efficient wood burning smokeless cooker.

Student category
There were four entries in the student category in 2012. 

Duncan Badabili was the winner, for his creative use of 
structure to produce a mixed use development near Park 
Station, Johannesburg.  Adebiyi Isaac was the runner up for his 
research into the synthesis of novel premixed ratio of TiC and 
stellite 6.

Achievement awards
Two former Sassda executive directors, Dave Slater and 

Ian Elsdon Dew, both scooped awards for the achievement 
category. Sadly Ian has subsequently passed away.

There were no winners chosen from the services category.

For more information contact Sassda on  
TEL: 011 883 0119 or visit www.sassda.co.za

Rebcon Engineering has been named the overall winner for the design 
and manufacture of the Moses Mabhida Stadium facade.

Rebcon Engineering 
wins Stainless Steel Awards 

for 2012

The 21 entries in the Project category exceeded the judges’ expectations
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Since becoming a member of the IMC Group of  
companies in 2008, Tungaloy has successfully  
progressed on a strategy to service all global markets, 

South Africa being the latest country where they will offer a full 
range of products and services. 

With over 30 years' experience of operating as a  
specialist tooling supplier in South Africa, Star Tooling's  
managing director Chris Schmidt said: "Despite not  
previously having a branded presence in the South Africa 
Tungaloy already has an established and prestigious South 
African customer base and this is credit to the quality of the 
product range and the efforts of the current distribution  
network.” 

"I am confident that with Tungaloy, a leading cutting tool 
supplier to many Japanese manufacturers and Toyota  
worldwide, we will successfully succeed in penetrating the 
South African market. The R&D team in Japan is continually 
developing new innovations that can deliver productivity  
benefits and cost reductions. The next step is to ensure that 
South African customers reap the benefits of these efforts." 

“Supporting this expansion are several manufacturing 

plants in Japan, which are making huge investments in new 
production equipment. The manufacturing sites all utilise state 
of the art manufacturing processes and equipment that supply 
over 20 global subsidiaries.” 

“The importance of Tungaloy in the IMC group is reflected 
by the fact that Warren Buffett, chairman and CEO of Berkshire 
Hathaway, and Eitan Wertheimer, chairman of the IMC group, 
attended the opening of the new state-of-the-art production 
plant in Iwaki city, Fukushima prefecture in November 2011.”

"I recently visited the manufacturing plants in Japan to  
witness the impressive quality control first hand. This  
immediately filled me with confidence that the Tungaloy brand 
is destined to achieve significant sales levels in South Africa." 

Tungaloy has been successfully producing high  
specification cutting tools, indexable inserts, and additional 
industrial products for over 80 years. This is demonstrated in 
their production program. The company produces products 
from carbide, cubic boron nitride (CBN), polycrystalline  
diamond (PCD), ceramics and cermets of the highest quality 
and performance. Tungaloy’s innovative R&D department  
continually strives to create new products for highly efficient 

Japan’s 
Tungaloy 
Corporation, a 
manufacturer 
of cutting tools, 
has officially 
entered the 
South African 
market for the 
first time with 
the appointment 
of Star Tooling 
as their sales 
and marketing 
agent.

Tungaloy 
opens
for business
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and economic machining applications for the production needs 
of the 21st century. 

Tungaloy offers a wide range of turning, milling and drilling 
products of highest quality. This includes lathe mounted  
TAC holders, ultra-hard cutting tools, micron-drills, tool  
holders, milling and drilling tools, wear-resistant tools and 
machine parts, civil-engineering and building construction 
tools, and friction materials and related products, hole making 
tools and tooling systems. The products are used for  
applications in the automotive, construction, agricultural,  
shipbuilding, power generation, mining and general  
engineering industries.

The company has its 
roots back in the 1930’s 
when it developed a 
superhard alloy for the 
first time in Japan. The 
product was sold on the 
market as "Tungaloy". It 
subsequently became a 
manufacturer of special 
alloy tools and then  
progressed into  
manufacturing a wide 
range of cutting tools.

Having previously 
been listed on the Tokyo 
Stock Exchange the  
company is now part of 
the IMC group.

Star Tooling has  
been operating as a  
specialist tooling  
supplier since 1981. 
Besides Tungaloy, other 
agencies that the  
company represents 
include Hitachi Tool 
Engineering, a  
manufacturer of  
solid carbide and  
indexable tools especially 
for the die and mould 
maker, Rego-Fix  
toolholding systems such 
as the ER Collet system, 
Vischer & Bolli’s  
Dock-Lock universal  
zero-point clamping  
systems, the Heule  
chamfering, deburring 
and spotfacing range of 
tools and HAM precision 
tools in solid carbide, 
cermets, ceramics and 
diamond for drilling, 
countersinking, milling, 
sawing and reaming,  
the Zeus knurling  
tool agency from  
Hommel + Keller,  
Narex MTE s.r.o.,  
a producer and  
supplier of accessories 
for machine tools aimed 
at a branch of boring, 
milling and rolling  

external threads and cutting internal threads, as well  
as Italian manufacturer Mickros Plus which manufacturers a 
variety of specially designed workholders, Swiss Tool Systems 
AG an internationally active company specialising in the  
development, manufacture and marketing of tool systems  
and HKF Cutting Tool Manufacturing Ltd, a company  
that specialises in the manufacture of various milling  
cutters.

Star Tooling has a branch in Durban, KwaZulu Natal.
For further details contact Star Tooling on  

TEL: 011 818 2259 
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This alarm bell was echoed by several businesses in the 
manufacturing sector that were invited to explain to 
parliament's trade & industry portfolio committee why 

de-industrialisation continues in spite of government policy to 
achieve the opposite.

The Industrial Policy Action Plan (IPAP), which was adopted 
in 2008, seeks to create 43,000 direct and 860,000 indirect 
jobs by restructuring the economy. The plan is to wean the 
economy off its dependence on selling raw materials so that 
it is powered instead by labour-intensive sectors that add 
value to raw materials. But the South African reality is that 
the manufacturing sector has shed about 250,000 jobs in 
five years, which suggests the country isn't moving closer to 
government's ideal of manufacturing-led economic growth.

VW SA MD David Powels says the reasons are quite 
simple. SA manufacturers have had to absorb "hyper inflation" 
of domestic cost drivers. This includes a 27% increase in 
Eskom's electricity tariffs since 2008, plus the revenue-raising 
premiums that municipalities slap onto electricity bills. The City 
of Tshwane, for example, charges ratepayers a 703% surcharge 
and Nelson Mandela Bay, which is the municipality VW SA falls 
under, adds on 548%.

In addition to these costs are higher-than-CPI wage inflation 
over the past five years, lower productivity levels compared 
to manufacturing plants in other parts of the world, a skills 
deficit, and higher levels of industrial action. Then there are 
transport costs, including rail and port. The plant-to-port costs 
for car manufacturers in Thailand, for example, are 11% of the 
equivalent in SA.

"Transnet has to be an industrial enabler and not a profit 
centre. The reality is that one of these [cost drivers] can destroy 
competitiveness but it takes all of them to achieve production 
levels and competitiveness," says Powels.

SA's incentive programmes were designed to keep  
labour-intensive sectors afloat during the global economic 
crisis and to make them more efficient and competitive in 
the long run. The two biggest programmes have been offered 
to the automotive and clothing and textile industries. The 
Motor Industry Development Programme (MIDP) launched in 
1995 and the Clothing & Textiles Competitiveness Programme 
launched in 2010 have stabilised these industries.

But the Apparel Manufacturing Association of SA (Amsa) 
says clothing manufacturers aren't creating jobs yet.

The acting deputy director-general of the department of 
trade & industry, Garth Strachan, says: "The question to ask is 
what would have happened to these sectors without incentives. 
Exports of fully built-up units [cars] are expected to increase 
29% from the projected 281,000 in 2012 to 361,300 next year. 
Investment commitments stand at R16 billion with R6 billion 
set for implementation in 2013. These aren't insignificant 
achievements."

But the other question is whether these incentive schemes 
are enough.

On the back of the MIDP incentive, for example, Ford 
agreed to move its Ranger one-ton pick-up manufacturing plant 
away from Thailand to SA. Ford's president and CEO in SA, Jeff 
Nemeth, says the incentive compensated for higher costs in 
SA. But he says it's becoming harder to justify to his bosses in 
Detroit why the plant should stay in SA, let alone stick around 

to help achieve government's aim to double the output of cars 
made in SA from 600,000 in 2013 to 1,2 million in 2020.

"SA has a three-year window to fix the [price] gap. If it 
doesn't, I would be surprised if Detroit invested in the Ranger 
programme here again," says Nemeth.

The reality SA faces is that, in spite of any incentive 
programmes offered to local car manufacturers, more than 
50% of the local demand for cars is for cheaper imports.  
South Korea and India can pay the 25% import duties and  
still bring in the Kia and Hyundai brands for less than they 
would cost to produce locally. This emphasises the need to 
develop new markets.

Powels says government needs to adopt a "very specific 
roadmap" if it's going to achieve its re-industrialisation goals. 
Cabinet is divided on exactly what this roadmap should be.

Trade & industry minister Rob Davies and economic 
development minister Ebrahim Patel argue for incentives like 
the MIDP to be scaled up and rolled out to other sectors where 
SA has a global competitive advantage because of its natural 
resources. These would include agro-processing plants, green 
industries and plants making capital transport equipment for 
the mining sector, which currently imports  
70% of its equipment. This plan would go hand in hand with 
more stringent requirements for investors to use locally  
made components.

Ben Turok, an ANC MP who is also researching 
re-industrialisation for the Economic Commission for 
Africa, says SA has got to become more focused in its 
re-industrialisation drive, especially when it comes to 
beneficiating its vast mineral wealth. Mining companies, for 
example, should have to sell a set amount of the resources 
they mine to local manufacturing plants more cheaply than  
the import parity prices they currently charge.

While the DTI is pushing hard for more state intervention to 
support key sectors, treasury's view is made clear by the fact 
that financing for IPAP programmes didn't increase much in real 
terms (relative to GDP) from 2006 to the 2012 announcement 
of the R5,8 billion Manufacturing Competitiveness 
Enhancement Programme. This is for enterprises not covered 
by existing incentive programmes.

Aside from tensions in cabinet about the path to a 
manufacturing revival, Nemeth says less - not more - state 
intervention is critical.

"Any attempt to drive local content with legislation will drive 
investment away. But if you decrease input costs and increase 
economies of scale you won't be able to keep investors away," 
he says.

Strachan, however, argues that if SA wants to emulate 
economic success stories like Brazil, it has to recognise that 
Brazil's success is due to a sustained process of incentivising 
specific industries.

"Brazil's government pays a 20% premium for locally 
produced goods. The country also places strong conditions 
on investment in companies like Vale [Brazil's iron ore mining 
company]. Germany implemented industrial policy incentives 
the moment the crisis hit. South Korea's competitiveness is 
also the result of purposeful support for key sectors," adds 
Strachan. He argues that no single policy instrument is going  
to achieve wonders overnight.

Car manufacturers have warned parliament that SA doesn't have much time left 
to correct a dramatic deterioration in the country's export competitiveness.

Car manufacturers warn parliament
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Heavy engineering group DCD have opened a new  
R380 million manufacturing facility in Vereeniging to 
serve its forged-product operation, DCD Ringrollers. 

The 14 000 m² plant, which was opened by Public 
Enterprises Minister Malusi Gigaba, would increase production 
capacity for all forged steel, carbon and alloy products by 50% 
to 30 000 t/y, positioning DCD Ringrollers to meet rising local 
and international demand.

DCD Ringrollers supplies forged tyres for railways, metro 
trains and trams, while manufacturing high-pressure flanges 
for wind-turbine towers, as well as the petrochemical and water 
reticulation industries. It also produces rings for bearings,  
gears and other specialist items. 

DCD Ringrollers currently exports 55% of total yearly 
production to over 40 countries in the rest of Africa, Europe, 
North and South America, Asia and Australia. But it has less 
than 1% of global market share.

Group MD Rob King said the group had not yet “scratched 
the surface” globally, despite supplying about 7 000 tons of 
rail tyres and other forged items yearly. “We anticipate that 
the new facility will increase our global participation through 
exponentially increased capacity.”

But it also positioned DCD for a “meaningful role” in 
meeting South Africa’s localisation requirements arising from 
a range of investment programmes currently being undertaken 
by government and State-owned companies.

DCD Ringrollers’ staff complement had already  
increased by around 30% for the new facility, with an  
expected total increase of 45%, or 80 jobs, in the coming 
months.

King said the group was investing heavily in its people,  
with DCD Ringrollers alone having a R2.7 million training 
budget for the coming financial year.

DCD invests R380 million to expand 
forged-products capacity

Ringrollers produces high quality flanges for use in the water supply 
and treatment, petrochemical and mining industries

Ford Motor Company of Southern Africa (FMCSA) 
announced that the Ford Struandale Engine Plant will be 
increasing production capacity of the Duratorq TDCi  

diesel engine to cater for new demand from the North 
American market.

The locally produced 3,2-litre Duratorq five-cylinder (i5) 
turbodiesel engine, which was recently introduced in the 
New Ford Ranger, will be used in the Transit van when it 
joins Ford’s North American product line-up for the first time 
in 2013 as the 3,2 litre Power Stroke diesel. The Transit is 
Europe’s best-selling commercial vehicle.

“The expansion of our Duratorq TDCi production capacity 
for North America is an exceptionally proud and important 
achievement for Ford Motor Company of Southern Africa,  
as it’s the first time we will be exporting engines to the  
United States,” explained Jeff Nemeth, FMCSA president  
and CEO.

“Coming on the back of the extremely successful  
launch of the New Ranger, this will increase our annual  
production capacity of the Duratorq TDCi engine by over 

31,000 engines  
per year. The 
addition of the 
Duratorq TDCi 
engine production 
for North America is 
in line with our focus on 
leveraging existing capacity 
and offering global flexibility, as 
part of the One Ford strategy,” stated  
Satya Banda, Plant Manager of the Struandale Engine  
Plant.

“The expansion programme will see new equipment being 
added to the current machining and assembly lines, without 
affecting our current production and global export programme 
for the Duratorq TDCi engine that powers the New Ranger.”

The Duratorq TDCi will be exported to Kansas City 
Assembly Plant in Claycomo, Mo., which received a  
$1,1-billion investment for the Transit programme. Transit  
production is scheduled to begin in late 2013.

Ford engine plant to increase 
production capacity to cater 
for North American market
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German company Friedrich Boysen has started  
construction of a 10 000 m² facility to supply complete 
exhaust systems to Mercedes-Benz South Africa’s 

(MBSA’s) plant, in East London, in a R180 million investment 
that will create 70 jobs.

The factory, to be constructed in the East London Industrial 
Development Zone (ELIDZ), will open its doors in the middle 
of 2013, ready to supply MBSA’s new C-Class production line, 
says Friedrich Boysen president Rolf Geisel.

The Boysen group manufactures a wide range of products 
for the automotive sector, including exhaust manifolds,  
catalytic converters, diesel particulate filters and silencers.  
It has manufacturing facilities in Germany, the US, India, China, 
Egypt and France. The plant in the ELIDZ will be group’s first 
facility in South Africa.

The factory will produce 90 000 exhaust systems a year. 
The Boysen group is the second component supplier, linked 

to the new C-Class programme investing in the ELIDZ in the last 
six months, says ELIDZ CEO Simphiwe Kondlo.

In 2012, the first new international supplier to MBSA’s new 

C-Class, RG Brose, took up residence at the ELIDZ in a  
R80 million investment. The company will supply seat  
structures and door modules to the new C-Class.

Kondlo adds that the ELIDZ is expecting another three 
“major announcements” on component supplier investments 
into its 16 ha Automotive Supplier Park, all linked to the new 
C-Class.

The park currently houses eleven first- and second-tier 
component suppliers, producing a range of components for the 
local and export market, including fuel tanks, brake and fuel 
pipes, suspension components, polypropylene impact dampers, 
wheelhouse liners, tyres and rims, boot liners and seat  
components.

MBSA manufacturing VP Arno van der Merwe notes that 
preparations for the launch of the new C-Class are “intensifying”, 
adding that “everything was on track” for the new model to 
start production at the East London plant in 2014.

“We want to increase our value-add and lots of work still 
needs to be done, but days like today are victories along this 
path.”

German group invests R180 million to 
supply exhausts to Merc’s new C-Class

South Africa's Cabinet has endorsed a report 
recommending the introduction of export taxes on  
iron-ore and steel, where appropriate, to push  

producers to sell more of their products domestically.
The government of Africa's biggest economy has been 

looking to protect local manufacturers who have been 
struggling to pay export-level prices.

"The manufacturing industry has been seriously impacted 
by the price increases that happened globally in iron ore, 
which means iron ore producers have been biased towards 
exports, disadvantaging the local market," Phumla Williams,  
a Cabinet spokeswoman, told reporters in December.

The recommendations, scheduled for "urgent 
implementation", also seek to boost the domestic use of 
steel, especially as South Africa embarks on a massive 
infrastructure investment programme that includes new 
railway lines and ports.

Williams could not provide details on the potential tax  
but said the relevant Ministries, which include the 
departments of Minerals, Trade and Finance, would look  
into its implementation.

South Africa's market is currently dominated by Africa's 
biggest iron-ore producer Kumba Iron Ore, a unit of Anglo 
American and the continent's biggest steelmaker  
ArcelorMittal South Africa.

South Africa moves 
closer to iron-ore, 
steel export tax State-owned entity Coega Development Corporation (CDC) 

has unveiled plans to build a tooling cluster in zone 2 of 
the Coega Industrial Development Zone (IDZ).

The proposed cluster would provide a “pull factor” for 
tooling investors, with the aim of providing jobs for trainees 
from the National Tooling Initiative who are already undertaking 
training at the Coega Training Centre located in the Coega 
IDZ’s zone 4, CDC head of marketing and communications 
Ayanda Vilakazi said.

The tooling incubator would adopt a cluster approach, but 
it would also focus specifically on attracting recently trained 
and qualified tradespeople, promoting job creation and sector 
development.

“The establishment of a tooling cluster incubator is aimed 
at providing a range of opportunities for tooling companies.  
For instance, the aim of clustering resources and capabilities 
will be to allow companies in the cluster to tender on a 
collective basis to meet the major tooling requirements of 
original-equipment manufacturers,” Vilakazi said.

Sixteen hectares of zone 2 have been earmarked for the 
tooling cluster, and a total of 30 ha for expansion. The cluster 
would also allow for shared security, administration, metrology 
and other services and infrastructure, knowledge sharing and 
industry development initiatives.

Vilikazi said the South African tooling industry would wither 
if it remained under-developed. “There is no way that any 
corporation that envisages industrial development as a route  
to socioeconomic development and growth would pass up  
an opportunity to nurture and grow the tool-, die- and  
mould-making industry.”

Coega unveils plans 
for tooling cluster
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Beijing Automotive Works (BAW), a subsidiary of Beijing 
Automobile Industry Holding Company (BAIC) in China, 
and two local partners have invested R196 million in a 

new assembly plant in Springs to produce taxi vehicles for the 
domestic and sub-Saharan markets.

The plant has been officially opened and will eventually 
employ 469 people but is expected to create more than 
1 000 new jobs, including jobs created by suppliers and 
dealers.

John Jessup, BAW South Africa’s head of sales and 
marketing, said that the new semi-knocked down facility 
would transition to a completely knocked down vehicle plant 
with an annual capacity of between 40 000 and 50 000 
units by about 2015, which would involve an investment of 
between R2 billion and R3 billion.

“This [initial R196 million] investment is an  
important indication of long-term commitment as opposed  
to ‘arms-length’ importer/distributor agreements,”  
he said.

Jessup said BAW SA would be extending its product 
range by introducing a light commercial vehicle, a sport 
utility vehicle and passenger car in 2013, probably through 
completely built up imports.

This was the second significant investment in South Africa 
in 2012 by a Chinese vehicle manufacturer.

First Automobile Works announced in September it would 
be building a new R600 million vehicle and truck assembly 
plant in the Coega industrial development zone.

BAIC, China’s fifth-largest automotive manufacturer, has 
a 51 percent shareholding in BAW SA, with the Industrial 
Development Corporation (IDC) and China Africa Motors 
(CAM), the previous importer and distributor of BAW taxi 
vehicles into South Africa under the CAM brand, sharing the 
balance.

The IDC has acquired a 24.5 percent stake in BAW SA for 
R22.9 million and will also be providing BAW SA with up to 
R98.6 million in debt facilities.

Geoffrey Qhena, the IDC’s chief executive, said this 
partnership fell under the local bus, truck and minibus 
programme initiated by the Department of Trade and Industry 
in 2010, with the intention of facilitating projects supporting 
the development of the local medium and heavy commercial 
vehicle industry.

Economic Development Minister Ebrahim Patel said  
the investment supported the goals of the New Growth  
Path of increased industrialisation and shifting the  
country’s reliance away from imports of manufactured  
goods.

Patel said this investment and that made by Toyota in its 
Ses’fikile taxi line would from 2013 result in about two-thirds 
or 16 000 units of the annual demand for 23 000 new taxis, 
which since 2007 had been imported, being assembled in 
South Africa.

“This is a solid achievement over a short period,”  
he said.

Jessup said the plant would have an annual  
capacity of 9 600 units in the first phase and would  
ramp up to about 800 units a month over the next 12 to  
18 months.

BAW, local partners 
open new car plant
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UK based Intrinsys Ltd have announced that they will soon 
be delivering their unique PLM solutions and engineering 
services to leading companies in South Africa as part 

of their planned expansion of their international business.  
Operations will initially be centred on Johannesburg but will also 
cover the major industrial areas around Durban and Cape Town.

“We are very excited about our new South African  
operation,” says Darren Cairns Intrinsys’ Director, “this  
development is fully supported by Dassault Systèmes who have 
helped us, over a number of years, to define the requirement 
for their products and identify the potential customers who  
will appreciate the unique blend of sales, support and  
engineering services we offer. In essence we intend to replicate 
our unique engineering centric approach to selling and  
supporting PLM that makes the most of the experience we 
have gained using PLM products in our own engineering  
businesses,” added Darren, “a strategy that has helped us 
build a strong and loyal customer base through referral.” 

Intrinsys will be offering PLM products and services based 
around Dassault Systèmes CATIA, SIMULIA, ENOVIA SmarTeam, 
EXALEAD, and 3DVIA. There is also a large demand for 
Intrinsys’ design, analysis and manufacturing/development  
services, which will keep the engineering team extremely busy. 

“Being flexible with our resources and our ability to train 

engineers internally allows us to respond quickly with a service 
and deliver high quality resource where it is not normally  
available,” comments Darren. “We are looking to work with 
TASA (Toolmaking Association of South Africa) to make sure we 
satisfy the significant demand for our services. Our experience in 
significant industries and expertise with the latest developments 
in composite technologies will stand us in good stead.”

In country sales will be supported initially by the UK  
operation as the local office quickly develops its own  
resources.  “Initial projects are well underway and I’m getting  
a very positive response and an increasingly busy diary,” 
says Dr. Auday Al-Rawe Intrinsys’ International Business 
Development Manager. “Successfully using the products and 
services we sell gives us a real edge when it comes to  
delivering measurable PLM advantage and highly effective  
engineering services to our customers,” continues Auday. 

Intrinsys have agreements in place to sell and support a 
selected number of the additional products and services they 
offer to their UK and European customers that complement 
their central PLM portfolio such as the market leading CAD 
data conversion product 3D_Evolution from CoreTechnology.

For further information contact Intrinsys on  
TEL: 011 881 5415 or email: info@intrinsys.co.za or  
visit www.intrinsys.com

Intrinsys to market

The project, consisting of  
37 V100-1.8 MW wind turbines, 
will be installed in Hopefield in 

the Western Cape. 
The turbine delivery is planned 

for the second quarter of 2013 and 
the wind farm is expected to be 
commissioned by February 2014.

The contract includes the supply, 
installation and commissioning of 37 
V100-1.8 MW wind turbines, along 
with a VestasOnline® Business  
SCADA solution, full scope civil and 
electrical works as well as a 15-year 
full-scope service agreement  
(AOM 5000).

The project contains strong local 
economic development obligations. 
Beside the supply of clean energy, 
it provides significant employment 
and skills development to the 
local community. In this regard, 
Vestas is taking its responsibilities 
very seriously. “We are excited to 
contribute not only to long-term 
renewable energy generation in  
South Africa, but also to the 
sustainable development of the 
communities Vestas is working in,” 
states Phylip Leferink, Vice President 
of Sales Benelux and South Africa, 
Vestas Central Europe.

Vestas has announced a 67 MW order from 
Umoya Energy for South Africa.

Vestas wins 67 MW order

Dassault Systèmes CATIA, 
SIMULIA, ENOVIA 
SmarTeam, EXALEAD, 
and 3DVIA in South Africa
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The State-owned Passenger Rail Agency of South Africa 
(Prasa) has confirmed that the Gibela Rail Transportation 
– a consortium comprising French multinational Alstom 

and local engineering company Actom – has been awarded 
the much-anticipated R51 billion contract to supply 3 600 
passenger trains to the utility over a ten-year period, from 
2015 to 2025.

Transport Minister Ben Martins made the announcement 
in Johannesburg last year after Cabinet endorsed the winning 
bid at its fortnightly meeting.

The project was to be funded primarily from fiscal 
resources and the first metro coaches were expected to 
begin entering the aged Metrorail system from around 2015. 
Prasa currently operates a fleet of 4 638 coaches in Gauteng, 
KwaZulu-Natal, the Western Cape and the Eastern Cape, but 
about 90% of this rolling stock was procured in the 1950s.

The Gibela consortium was among seven bidders vying 
for the contract, which could form the first phase of a larger 
R123 billion recapitalisation programme to add 7 200 new 
metro coaches by 2035.

The other bidders were Bombardier, of Canada, CAF, 
of Spain, China South Rail, China North Rail, Dudula Rail 
(a consortium comprising ABB South Africa and Stadler, of 
Switzerland); and the CSR/Wictra consortium.

Martins described the bidding process as having been 
“comprehensive, rigourous, exhaustive and most importantly, 
fair” and said it would help in reviving South Africa’s rail 
engineering sector.

The contract, which had stipulated high levels of local 
content, was expected to create about 33 000 jobs.

The Gibela consortium had indicated that it would create 
8 088 direct jobs and had promised to achieve local-content 
levels of 69% by the second year of the contract. It would also 
provide maintenance, spares and technical support for the 
vehicles over an 18-year period to 2033.

Prasa was insisting that a local factory be fully operation 
by June 2016, with the delivery of test trains scheduled for 
the first quarter of 2015 and operational trains by the final 
quarter of that same year.

Prasa CEO Lucky Montana indicated that the new trains 
would improve the quality of commuter rail services within the 
areas of South Africa in which the Metrorail service operated.

Gibela Rail Transportation will need to invest heavily 
in local engineering capacity to meet the local content 
requirements.

This investment will not be restricted to cash, but will be 
linked to an equal investment in the intellectual property of 
each of its suppliers, enabling the local industry to meet the 
technical specifications for modern rail manufacturing. This 
could require the training and retooling of a wide range of 
manufacturing businesses.

Passenger coaches, unlike locomotives, have a far 
more diverse supplier base, with as many as 600 different 
components required for the final assembly of a coach.

Everything from window frames, glass, doors, seats, seat 
covers and cabling, to bogeys, traction and braking systems 
are needed. It provides an opportunity to revitalise the 
rail engineering sector and related sectors, which has the 
potential to act as a catalyst for growth and job creation.

Prasa must retire a third of its fleet within three years as 
the coaches have reached the end of their economic lives. 
The average age of the commuter fleet is 42 years. Rolling 
stock is expensive and the investment required is enormous. 
Decades of little to no investment in commuter rail services 
have led to an unreliable service which is used daily by  
2.3 million commuters.

The Treasury has set aside R40 billion for the first 10-year 
phase of the 20-year programme, which is less than half of 
the money that will be required to meet the extended demand 
for commuter services by 2035.

Gibela Rail Transportation 
consortium awarded Prasa 
train contract 

Visualisation developed by Interfleet Technology Ltd
For illustrative purposes only (Mar 2012)

Visualisation developed by Interfleet Technology Ltd
For illustrative purposes only (Mar 2012)
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Prasa has been clear that the process cannot be delayed, 
as the demand for public transport in a rapidly urbanising 
country continues to grow.

Alstom Transport South Africa MD Yvan Eriau said that the 
consortium would invest in technology transfer and training, as 
well as in developing local suppliers and a manufacturing site.

He confirmed that it was in communication with Transnet 
Rail Engineering (TRE) on the implementation of the project 
– the tender had stipulated that TRE be used as the platform 
for the technology transfer.

Should Alstom also succeed in some of its current  
bids to supply Transnet Freight Rail, Eriau anticipated that  
the group could make 
direct investment in  
South Africa of more than 
R2 billion.

As part of the Prasa 
bid, the consortium 
had offered to spend 
R797 million on skills 
development initiatives,  
R746 million on the 
development of enterprises 
in the rail sector and  
R273 million on 
socioeconomic 
contributions.

It had also indicated 
that R32.8 billion would be 
spent on subcontracting 
to black economic-
empowerment (BEE) 
entities, while R5.3 billion 
and R1.6 billion would 
be procured from small 
businesses and entities 
owned by black women 
respectively.

“In our view, this is the 
beginning of a historical 
period for the rail industry 
in South Africa. It is a 
very exciting period for 
the industry and for the 
country, and we would be 
honoured to be a part of 
this new era,” Eriau said.

Martins stressed that 
selection of the preferred  
original-equipment 
manufacturer (OEM) 
represented the conclusion 
of the first phase of 
the Prasa fleet renewal 
programme and that a 
long journey lay ahead 
in building a “modern, 
affordable, comfortable, 
safe passenger railway 
system”.

In addition to the 
selection of the OEM, 
Prasa was also running a 
separate process to select 
a BEE partner for the 
project company in which 
the OEM would hold a  

70% stake and the BEE partner the remaining 30%.
Prasa was insisting that 10% of the 30%, or 33% of what 

is available for empowerment equity, was to be held by an 
employee trust, to benefit staff below the senior management 
level. The balance would be divided between black 
businesses active in the rail industry (10%), passive black 
investors (7%) and an educational trust (3%).

The BEE bids would have to be submitted by December 14 
and the evaluation and selection was expected for completion 
by January 31, 2013. Thereafter, the OEM and BEE bidders 
would be given an opportunity to interface ahead of financial 
closure, which had been set for the end of June 2013.
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Auto component production not 
sufficiently incentivised – Naacam

"Very sensitive" negotiations are under way between 
the Industrial Development Corporation (IDC) and 
global steel industry players to establish a new steel 

production facility in South Africa, the Department of Trade and 
Industry says.

The government regards a competitive steel price as crucial 
for iron and steel beneficiation and the industrialisation of the 
economy.

Talks about the new plant were "far advanced" and  
pre-feasibility and feasibility studies would be completed in 
2013, department deputy director-general Garth Strachan said.

He said "strong conditionalities" would be attached to the 
deal to ensure that the state’s developmental objectives were 
achieved.

The government would prioritise the provision of electricity 
to the new steel producer.

These negotiations had nothing to do with the IDC’s  
acquisition of 74% of steel group Scaw from Anglo American  
for R3.4 billion.

The Cabinet announced in December that it had endorsed 
the findings of a report by an interdepartmental task team on 

the iron ore and steel value chain, which was mandated to 
devise measures to bring down the high price of steel.

It had adopted a range of measures, including an  
amendment of the Competition Act, to force ArcelorMittal  
South Africa to pass on iron ore price concessions to  
downstream steel users. ArcelorMittal said that it could not 
comment until it had studied the proposals.

The Cabinet also gave the green light to measures to  
control the export of scrap metal.

Mr Strachan said the Competition Act would be amended "to 
ensure that iron ore price concessions accruing to the primary 
steel industry are indeed passed on to downstream steel users".

"This will require appropriate powers to determine pricing 
methodologies, monitor compliance and sanction noncompliance. 
The amendments will be finalised in 2013," he said.

Performance Monitoring and Evaluation Minister in the 
Presidency Collins Chabane said the Cabinet wanted the  
recommendations to be implemented urgently.

They included the amendment of the Mineral and 
Petroleum Resources Development Act and amendments of 
shareholder compacts with state-owned enterprises.

Cabinet approves new initiative 
to curb steel prices

The incentive structure of the new Automotive Production 
and Development Programme (APDP) did not do enough 
to motivate vehicle manufacturers (OEMs) to increase 

the percentage of locally produced components they use 
on vehicles rolling off their assembly lines, said National 
Association of Automotive Component and Allied Manufacturers 
(Naacam) executive director Roger Pitot.

Speaking at the South African Automotive Week, held in 
Port Elizabeth, Pitot said the APDP retained the duty-offset 
system of the Motor Industry Development Programme (MIDP) 
it would replace in 2013, whereby OEMs cash in their benefits 
by importing vehicles and components at lower duty rates, 
thereby providing little or no protection to component makers 
in South Africa as there was “effectively no import duty paid on 
components”.

“The APDP is still a duty rebate system. So, the more OEMs 
export and add value, the more they can also import,” said Pitot.

He noted that high enough vehicle exports – such as 80% 
of vehicle production from a plant - could ensure that OEMs 
could import all their component requirements duty-free.

Why would they then source their components locally, 
asked Pitot.

He added that OEMs had, from 2009 to 2011, imported 
R108 billion worth of components and subcomponents, while 
duties paid on these were R446 million, or 0.41%, compared 
with the R21 billion, or 20% which would have applied without 
the MIDP duty rebate.

Pitot also emphasised, however, that Naacam regarded 
the APDP’s production incentive, which rewarded local value 
addition, as a positive opportunity for the local component 

manufacturing sector.
He said real local content on locally produced vehicles was 

around 35% compared with the 55% to 60% often quoted, 
as the imported content of locally made parts had to be 
subtracted first.

“The correct way is to measure the total component cost, 
less [the value of] all imports of components, subcomponents 
and materials,” he said.

“Many tier-one [component] suppliers still import 
substantial amounts of materials and subcomponents.”

Pitot said a bigger production incentive under the APDP 
would assist in curbing this trend. It would also promote the 
expansion of “sunrise type” of component industries in South 
Africa, seeing to the increased production of parts currently not 
flourishing under the MIDP’s incentive structure.

“Naacam believes the Department of Trade and Industry 
must relook the APDP mechanisms as soon as possible to ensure 
it’s an appropriate framework for industry and government to 
meet its objectives, namely doubling vehicle production volumes 
and substantially increasing local content,” he added.

When discussing general barriers to global competitiveness, 
Pitot noted that vehicle volume production was still low in South 
Africa, which constrained component manufacturers’ ability to 
achieve OEM demands for real cost savings.

Pitot noted that production of 100 000 units a year allowed 
for a far greater competitive advantage than 50 000 units a 
year.

“Monopolistic costs”, such as electricity tariffs, were also 
pushing up costs, while wage increases were not matched by 
productivity improvements.
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Nordex successfully entering 
the South African market

Wind turbine manufacturer Nordex has entered  
the South African market with a major contract. 
South African wind power producer, Dorper Wind 

Farm (RF) Pty Ltd, whose sponsors are South African 
based wind project developer Rainmaker Energy, through 
its subsidiary Dorper Wind Development (Pty) Ltd, and its 
Japanese partner Sumitomo Corporation, through its  
wholly-owned subsidiary, have selected Nordex as supplier  
for the delivery and turn-key installation of a 100 MW wind 
farm to be known as “Dorper”.

 Dorper Wind Farm (RF) Pty Ltd entered into a 20-year 
power purchase agreement (PPA) with Eskom Holdings SOC 
Limited, a state-owned utility company on the 5th November 
2012. On the same day the company entered into a contract 
with the South African Department of Energy (DOE), under 
which the payment obligations of Eskom under the PPA are 
guaranteed by the DOE. The financing agreements for the 
project with different international and South African banks 
as well as Euler Hermes, one of the leading export credit 
agencies, have been agreed.

 Nordex commenced the construction last month, which 
will be followed by the installation of the 40 N100/2500 
turbines from the third quarter of 2013 onwards. The order 
also includes a service contract for an initial period of ten 
years.

 “Dorper” is located north-west of Queenstown, in the 
Eastern Cape, on a channelled plateau characterised by  
good wind speeds. In the construction of the wind farm,  
the parties will be paying particular attention to maximising 
local manufacturing content and employment. Accordingly, 
Nordex will also be utilising the services of local partners  
and setting up a permanent local service station. In addition, 
it has recently established a subsidiary based in Cape Town.

 The “Dorper” wind farm is one of the first renewable 
energy projects which the Department of Energy of  
South Africa selected in December 2011 and awarded 
a 20-year power purchase agreement. Further tendering 
processes are to be held in 2013 in order to provide clean 
and sustainable electricity supplies in the growth region  
of South Africa.

Key agreements for the first major project awarded – 
new subsidiary incorporated in Cape Town.

Blade production at the Nordex facility
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General Motor South Africa (GMSA) is confident it will 
reach the production target of 50 000 vehicles a year 
as set out in government’s new Automotive Production 

Development Programme (APDP), says GMSA president and 
MD Edgar Lourencon.

The APDP comes into effect in 2013, and incentivises 
volume production at a threshold of 50 000 units a year. 
Almost all local manufacturers were targeting a volume of  
80 000 units or more under the APDP, with a significant 
portion of these numbers destined for export markets.

GMSA has never been a large-volume vehicle exporter.  
The local arm of the US manufacturer produces the new 
Spark and Chevrolet Utility at its Port Elizabeth plant for 
the local market, and will start production of the new Isuzu 
bakkie in 2013, this time targeting both the local and African 
markets.

Lourencon says GMSA produced more than 12 500 units 
at its plant in the second quarter of 2012, repeating this feat 
in the third quarter.

“If we do that in each quarter, it adds up to 50 000  
units. We are very confident we will meet and exceed the 
target.”

Production of the new Isuzu will signal the first time  
GMSA will produce a vehicle in both left-hand and right-hand 
drive versions.

Production of the sixth-generation Isuzu bakkie for the 
local market will start in the first quarter of 2013, with 
assembly for the rest of Africa starting three months later, 
says Lourencon.

Isuzu will make up around 50% of GMSA production once 
implemented, the Spark 15% and the Utility the remaining 
35%.

GMSA’s Isuzu export agreement covers 46 countries in 
sub-Saharan Africa – where General Motors has 70 dealers – 
including some of the world’s fastest-growing economies.

While Lourencon is “cautiously optimistic” about  
GMSA’s export opportunities, he acknowledges that the  
region “now has a lot of competitors”, as Nissan, Toyota,  
Ford and Isuzu bakkies will all compete in Africa for market 
share in 2013.

Lourencon says he believes the new Isuzu will be an  
able competitor, as the new bakkie “keeps all of the  
strengths of the current Isuzu, while also taking a major  
step forward”.

GMSA confident of reaching 
APDP targets; new Isuzu production 

to start Q1 2013

 “I am convinced that our South African company will 
make a key contribution to modernising the region’s power 
station base. Such decentralised projects are important 
as they generate local employment outside urban areas,” 
says Lars Bondo Krogsgaard, a member of Nordex SE’s 
Management Board.  In addition to the “Dorper” reference 
project, Nordex qualified as a preferred supplier for a further 
major project in South Africa in December 2011.

Nordex bags second large contract in South Africa
The Nordex Group’s South African business is  

continuing to perform well. Nordex has now been awarded  
a contract for the delivery and installation of an 80 MW  
wind farm.

After establishing a subsidiary in Cape Town and receiving 
its first major contract, the wind turbine manufacturer has 
now been awarded a contract for the delivery and installation 
of an 80 MW wind farm. 

Under the contract, Nordex will be supplying the “Red Cap 
Kouga” wind farm on a turn-key basis. 

Scheduled to commence in April 2013, the work includes 
the construction of the foundations and road access as well 
as cabling and the transformer station.

In a next step, Nordex will be supplying 32 N90/2500 
strong-wind turbines and installing them at the coastal  
site, which is characterised by mean wind speeds of  
around 9 m/s.

Thanks to the good wind conditions and our turbines, 
which have been designed to make the most of these 
conditions, the 80 MW “Red Cap Kouga” wind farm will 

generate an above-average energy yield. In our view, it is 
precisely this which offers the strongest argument in favour of 
the continued future expansion of renewable energies.  
The goal must be to produce clean electricity on a particularly 
sustainable and, hence, economically viable basis, explains 
Lars Bondo Krogsgaard, a member of Nordex’s Management 
Board. 

The customer and ultimate operator of the Kouga project 
is Red Cap Kouga Wind Farm Pty.

Line production
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Construction of the R500 million facility, which 
incorporates a 21 000 kN lead press, started two  
years ago and it produced its first part in February 2012. 

Once at full capacity, the facility will be able to produce about 
29 parts per minute.

With the help of technology that enables continuous 
motion, the new facility boasts an energy saving of 30% when 
compared with the previous press shop.

The investment is also in line with the larger Volkswagen 
group’s ‘Think Blue’ initiative, which aims to reduce emissions, 
as well as natural resource use across all its global operations 
by 25% by 2018.

Speaking during a site visit, MD David Powels said 
progress had been made to improve the sustainability of 
Eastern Cape facility.

From 2010 to 2012, the plant’s energy use had fallen from 
1.99 MWh/unit to 1.63 MWh/unit, an 18% improvement.

In addition, the plant had reduced wastage by 16.8% over 
the period to 29.45 kg/unit.

Similarly, water use had declined by 30.2%, to  
4.27 m3/unit, while the operation’s carbon dioxide  
emissions had fallen by 11.6%, to 1 169 kg/unit.

VWSA recently received the 2012 Top Green Organisation 
Award from the Economic Development and Environmental 

Affairs Department, as well as the Eastern Cape Exporters 
Club 2012 Environmental Award.

However, Powels acknowledged that South Africa 
and VWSA were still playing “catch-up” in terms of its 
environmental sustainability when compared with global  
best practice.

Therefore, he anticipated an increased focus on 
environmental issues, particularly as societal and legislative 
pressures mounted on companies to improve their green 
credentials.

Fagor Arrasate supplied the new robotised press line that 
is one of the most advanced in the world in terms of speed 
and productivity. It is a Waveline installation, the new  
concept developed by Fagor in collaboration with the  
German robot maker Kuka. While in conventional press lines 
(tandem lines), the robots and the presses work stopping at 
each cycle, the new Waveline system allows a complete and 
perfect synchronisation between all components of the line, 
avoiding stops and idle times and increasing the processing 
speed by up to 50% in some cases, an advantage that is 
obviously very attractive for any car maker.

The new line has six presses. The first one is a link drive 
press with 2100 tons of capacity and a bolster’s size of  
4500 x 2400 mm and a stroke of 1400 mm. This press has an 

intelligent programmable 
hydraulic CNC cushion with 
600 tons of capacity. Then, 
there are five link drive 
presses of 1200 tons of 
capacity and sizes of  
4500 x 2200 mm and a 
stroke of 1400 mm. At the 
beginning of the line, there 
is a blank de-stacker able 
to handle bundles of  
15 000 kg with a weight of 
50 kg per component.  
The presses can handle 
dies of 56 ton and all have 
quick-change systems.

The automation is 
based on the new  
Kuka robot named  
Cobra that allows 
the above mentioned 
synchronized processing. 
The robots work ay very 
high speeds, moving parts 
of 50 kg at distances of 
5 meters in a very short 
time. This permits the 
continuous work of the 
press line.

Volkswagen Group South Africa’s (VWSA’s) new energy efficient press shop 
at its facility in Uitenhage, in the Eastern Cape, will have reached full production by the end 

of 2012, plant engineering manager Nicholas Chapman has announced.

VWSA promises more green advances 
as it ramps up energy efficient plant
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SteelFuture Conference – 
Promoting ‘out of the box’ thinking 

for future survival

The SteelFuture Conference, which will take place in 
Johannesburg in March 2013, is about the global future 
of steel construction. Dr Hennie de Clercq, executive 

director of the Southern African Institute of Steel Construction 
(SAISC), which is organizing the conference, says that the 
best way one can look at the future of an industry is to deeply 
understand the present and adapting the best that we have to 
the demands of the future.

“This is the basis of the SteelFuture conference,”  
says de Clercq, “and based on the reaction of so many  
steel construction industry leaders around the world and 
the quality of potential participants from a wide range of 
disciplines, it promises to be one of the most exciting  
industry and professional events that I have ever been  
party to.”

SteelFuture will be formally opened by Dr. Edwin 
Basson, Director General of WorldSteel, the Brussels-based 
organisation that represents the global steel producing 
industry. “His attendance is testament not only to the  
global interest in and the potential value of the conference 
but also to the importance the steel industry attaches  
to the use of steel in construction, which consumes well over 
50% of all steel produced in the world,” de Clercq said.

He adds that in a time when many people are bogged 
down with the challenges of their immediate environment  
and the current state of the economy, the SteelFuture 
Conference will look forward to a time when the  
economy recovers, as it always does, and a world full  
of opportunities emerges enabling exceptional growth for 
those who are ready.

“Being ready will require a lateral look at current  
business practices. It will certainly not be ‘business as  
usual’, de Clercq said. “Relatively basic factors such as 
urbanization and the subsequent growing groups of both 
wealthy and poor people, all with their growing demand for 
accommodation, work, transportation, energy and food  
will require ‘out of the box’ solutions and those who are 
equipped to construct in new ways, using new business 
models, will grow exponentially.”

“Structural steel stands to play an important role in 
this future world primarily because of its characteristic of 
prefabrication and the fact that new technology is making 
it ever easier to handle the vast amounts of information 
necessary when designing and building ever larger and  
more complex constructions,” de Clercq said.

He adds that, importantly, steel has also proven itself 

to be sustainable in all three dimensions: environmentally, 
economically and socially and that there is nothing in the way 
of it moving to the centre of the construction stage.

The idea of the conference was born when it dawned on 
de Clercq more than a year ago that, with the meeting of the 
International Steelwork Contractors Group (ISCG) - an informal 
forum encompassing the steel construction institutes and 
industries of the English speaking countries- occurring in 
South Africa in March 2013, there was an opportunity for the 
SAISC to organise a unique, ground breaking conference.

“This was an opportunity to take advantage of a 
concentration of exceptional people with a deep insight  
into the mechanics and issues of the steel construction 
industry worldwide and to create a platform for discussion 
and debate that would stand the global steel construction 
industry in good stead for years to come. On this basis  
I knew it would be relatively easy for us to attract additional 
international speakers of the highest caliber, including,  
of course, from outside of the English-speaking world,”  
de Clercq said.

And this has been achieved. Many of the speakers are 
some of the best known in the global industry and include: 
Professor Reidar Bjorhovde, President of the Bjorhovde Group 

in the U.S.; Roger Ferch, President of the American Institute  
of Steel Construction; John Cross, Vice President  
of the American Institute of Steel Construction;  
Don MacDonald CE of the Australian Steel Institute;  
Professor Charles Clifton, a creative individual and Associate 
Professor of Civil Engineering at the University of Auckland; 
David Ratterman of U.S. legal firm Sites Harbison,  
Professor Richard Liew of the University of Singapore,  
Steven Partridge of FabTrol Systems and representatives  
of such large companies as Ficep, Peddinghause and  
many others.

There are also some exceptional South African speakers, 
including Andrew Etzinger, Senior General Manager ESKOM; 
Llewellyn van Wyk, Principal Researcher Built Environment, 
CSIR; Henk Langenhoven, Economist SEIFSA and others.

Broadly the topics to be covered will be: The Dynamic 
World in which we Live – politics economics, demographics 
and other broad issues facing the steel construction industry; 
New Technologies – how these can help steel gain an 
advantage over its competitors; Material Innovations; and the 
Growing Importance of Light Steel Frame Building.

For more information please contact SAISC on  
011 726 6111 or go to www.saisc.co.za

“Structural steel stands to play an important role in this future world primarily 
because of its characteristic of prefabrication and the fact that new technology is 
making it ever easier to handle the vast amounts of information necessary when 

designing and building ever larger and more complex constructions,” de Clercq said
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KZN Industrial
Technology Exhibition

The 15th KZN Industrial Technology Exhibition will be held 
from 23 to 26 July 2013 at the Durban Exhibition Centre. 
This popular event is fast becoming a key component in 

the industry’s exhibition calendar, offering a broad range of 
local and international businesses the chance to showcase 
their products, services and solutions, as well as providing a 
forum for quality business networking.

With over 
6000 people 
attending the 
2011 event, 
exhibition 
director  
Loftie Eaton 
said that the exhibition has grown from strength to strength, 
with an array of exhibitors offering visitors a variety of stands 
to visit. “We believe that the exhibition offers businesses a 
great opportunity to get their products into the market, thanks 
to the large, diverse and captive audience that attends the 
event.”

The 2013 exhibition will attract important business  
and government contacts that have a direct influence on  
the corporate buying decisions of key personnel from a  
broad range of economic sectors. Exhibitors will include  
bio-technology, chemical and plastics, electrical and 
engineering supplies, information and communication 
technology, logistics and supply chain management, machine 
tools, mechanical and materials handling, automation 
and electronics, robotics, safety, health, environmental 
technologies and more. 

For more information contact Loftie Eaton of  
Specialised Exhibitions on 083 368 6081 or email  
loftiee@specialised.com or visit www.kznindustrial.co.za

BMW SA shifts Rosslyn plant
to 24-hour operations

BMW South Africa has moved its Rosslyn plant to 24-hour 
operations, the company said recently. The factory would 
now produce 25% of all 3-Series vehicles globally, the 

company said.
As a result, the company, which builds the popular 3-Series 

model here, has employed an additional 600 people on site 
and 1,000 more in the supply chain, the company said in a 
press release. Further, it said the factory could now produce up 
to 80,000 units a year.

BMW spokesman Guy Kilfoil said the move was part of a 
global strategy to match demand for the 3-Series in light of the 
company’s factory in Leipzig starting production of i-Series cars 
— BMW’s electric vehicle project. Therefore, the factory "had no 
capacity to build the 3-Series", Kilfoil said.

Rosslyn would now produce cars for export to markets 
such as the US, Canada, Korea, Japan, China, Hong Kong 
and Australasia, and would capitalise fully on the Automotive 
Production and Development Programme (APDP), which kicks 
in this year.

"The APDP comes into this significantly, " Kilfoil said.
Kilfoil said cars were being exported to China because of 

surging demand for the car there. He said while China was 
"different" in that the best-selling model there was the 5-Series, 
demand for the 3-Series there was soaring.”

"We build the 3-Series in China, but the plant at Tiexi can’t 
match demand," he said.

Kilfoil said “The Rosslyn factory was exceptionally flexible in 
how it could tailor production to demand, saying the company 
could run flat out at three shifts of eight hours and 10 minutes, 
or reduce those shift times if necessary. The firm could also 
adjust the speed of the line, from, for example, 15.2 cars per 
hour to 14.1. It’s a very flexible model." 

BMW South Africa was "in a good place" with regard  
to the economy,” continued Kilfoil. “Emerging economies  
are the growth economies, and BMW has had a good year  
in the US. Our access to the US market under Agoa  
(the African Growth and Opportunity Act) also gives us a  
cost advantage.”
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ShOPfRONT   fOcuS

At almost every step in industrial applications where  
fluid, slurry, water and the like are required to be 
processed or moved in or out, pumps and valves  

are needed to move the materials or to control them  
(the materials). There are numerous industries and 
applications using pumps and valves, too many to mention. 
Some require safety critical tolerances, others where  
the materials used need to be chemical resistant. Or it  
could be just a workhorse where high tolerances are not 
required. 

As a result there are numerous different types and 
sizes of pumps and valves that are required in industry or 
everyday life. Coupled with the fact that there are a number 
of components that make up a pump or a valve, the scope for 
manufacturers of pumps and valves is enormous. Whether it 
be manufacturing high-pressure pumps or ordinary swimming 
pool pumps. And of course these pumps are all normally 
working in an environment where wear and tare takes 
place, many of which are highly abrasive or corrosive, so 
replacement components will always be needed.

PTF Manufacturers –
A specialist machine shop for 
the pump and valve industry
To ensure prosperity the company has followed a strategy of continual investment 
in new equipment and capacity.
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PTF Manufacturing has zeroed in on machining 
components for the pump and valve industry as its primary 
business strategy, but with a difference.

This month owners Brandon Morris and Nas Kalogianni 
reach the 10 year milestone since they acquired the  
business in January 2003. PTF has operated as a general 
engineering machine shop since 1972 although the  
emphasis of the company these days is complex and 
precision machining. 

Originally located in Knights, Germiston the company 
moved to its present facility in Miller Road, Germiston in 
1984.

“The company was started by an Italian immigrant  
Carlo Perosino,” explained Brandon. “He was a true  
craftsman who built up an enviable reputation in the  
industry. His brother Osvaldo was also involved in  
the business, and one of his first employees,  
Francesco Tadesco, still works for us today. Francesco,  
also of Italian descent, constantly amazes us with his skill 
and craftsmanship and is an asset and mentor to many  
of our other machinists in the company.”

Nas and Brandon purchased PTF in 2002. They both  
had dealings in the pump sales and manufacturing industry 
and when PTF came on the market they knew it was a 
business with huge potential.

“It was not easy for us in the beginning. Just trying to 
raise the capital to purchase the business was a struggle.  
We basically had to put up everything we owned for 
collateral.”

“But we have not looked back and today the company  
has grown three fold.”

Current owners Brandon Morris and Nas Kalogianni

One of the first employees of PTF, Francesco Tadesco, 
still works for the company today



Investing in equipment
“From the beginning Nas and I took the decision that if we 

were going to be successful and competitive we would have 
to regularly invest in new equipment. The business already 
had CNC lathes and mills and some conventional equipment, 
most of which are still working today, but from the start of 
our transition into the company we knew that modernisation 
would be a key part of our emerging production strategy.”

“The first machine we acquired, the same year that we 
purchased the business, was a Victor V-Turn 26 that has a 
380 mm maximum turn, 520 mm maximum swing and  
650 mm between centers. It was the first of many more 
Victors that we would purchase and was also the first 
machine that Dudley Meredith from Victor Fortune ever sold.”

“This machine is still very much in operation and the 
machinist that we assigned to the machine, Derek, is still 
working on it.”

“We have subsequently purchased another five CNC 
horizontal lathes, a vertical machining centre and a  
CNC vertical turning lathe from Victor.”

Niche area
“Because pumps come in many sizes and types requiring 

many different sizes of components to match each pumps 
capacity, pump manufacturers require a wide variety of new 
and replacement parts. The majority of the components that 
go into assembling a pump require minimal setup time and 
precision machining.“

“The pump manufacturers are constantly looking for job 
shops that can machine these most popular types of pump 
and valve components at very competitive prices and as a 
result it becomes a ‘dog eat dog’ business.”

“We decided that we did not want to operate in this area 
and have created a niche for ourselves in machining the 
more complex components. These parts consist largely of 
axisymmetric shapes, so lathe work is the main part of the 
production, but as we have grown and added more equipment 
to the shopfloor so we have added the variety of operations 
and components that we are able to machine.”

“The challenge facing us going forward is that as the 
equipment becomes more and more sophisticated, it offers 
opportunities for other players to enter our arena.”

“To combat this we continue to invest in equipment that is 
out of the reach of most and allows us to offer more to our 
clients.”

New Yu Shine VL-1600ATC+C heavy duty vertical lathe
“We have only had the Yu Shine for a year now and 

although it took us six months to get accustomed to the 

The Yu Shine VL is a heavy duty and versatile CNC vertical lathe manufactured in Taiwan 
and supplied by Victor Fortune. The machine has a swing diameter of 2 000 mm, a turning 
diameter of 1600 mm and turning height of 1350 mm. The table load is up to eight tons

The first machine the current owners of PTF acquired was a  
Victor V-Turn 26 that has a 380 mm maximum turn, 520 mm  

maximum swing and 650 mm between centers. It was the first of 
many more Victors that the company would purchase and was also 

the first machine that Dudley Meredith from Victor Fortune ever 
sold. The machine is still very much in operation and the machinist 

that PTF assigned to the machine, Derek, is still working on it

Above:
A copper bronze alloy spin casting that 
was machined on the recently acquired 

Yu Shine VL-1600ATC+C heavy duty 
vertical lathe, also supplied by  

Victor Fortune. PTF first machined the 
surfaces and then the radius before 

drilling. The component, which has a 
diameter of 1350mm, arrives weighing 

211 kilograms and once the machining is 
completed it has a weight of  

99 kilograms. The company had four 
of these to machine and each one took 

about nine hours to complete.  
The machine allows the company to 

compete for projects that require large 
and heavy duty machining
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machine, as well as manufacturing the jigs and fixtures 
required for the machine, we are now in a position to offer an 
extended range of machining capabilities.”

“There are very few companies in South Africa that have 
this capacity and as word gets around we are finding that 
more and more projects are being offered to us.”

“The Yu Shine VL is a heavy duty and versatile CNC 
vertical lathe manufactured in Taiwan and supplied by  
Victor Fortune. The machine has a swing diameter of  
2 000 mm, a turning diameter of 1600 mm and turning 
height of 1350 mm. The table load is up to eight tons.”

“The power spindle combines the spindle motor and a 
2 step transmission to provide powerful face milling, end 
milling, drilling, tapping and grinding operations. Equipped 
with a second power spindle, the C and CF axes provide 
turning, face milling, side milling, drilling, grinding and  
tapping operations all in a single set-up.”

“An added option that we included was live tooling which 
gives us a huge amount of flexibility.”

“An example of a component that we have just completed 
on the Yu Shine is a copper bronze alloy spin casting. We first 
machined the surfaces and then the radius before drilling. 
The component, which has a diameter of 1350mm, arrives 
weighing 211 kilograms and once the machining is completed 
it has a weight of 99 kilograms. We had four of these to 
machine and each one took about nine hours to complete.”

Type of components
The type of components that PTF machines includes 

shafts, impellers, bearing covers and housings, sleeves, 
spindles, casings, clamp and wear plates, stuffing boxes, 

The type of components that PTF machines includes shafts,  
impellers, bearing covers and housings, sleeves, spindles, casings, 

clamp and wear plates, stuffing boxes, retainers, washers and lids, 
although they are not restricted to these

The company machines between 120 and 150 shafts a month, 
depending on the orders. On the conventional machines they can 

machine up to four metres between centres and on the Victor 
V Turn 40 they can accommodate up to 2,2 metres between centres
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retainers, washers and lids, although they are not restricted 
to these.

“We machine between 120 and 150 shafts a month, 
depending on the orders. On the conventional machines 
we can machine up to four metres between centres and on 
the Victor V Turn 40 we can accommodate up to 2,2 metres 
between centres.”

“Virtually 70% of components machined by us are 
stainless steel with most metals making up the remaining 
30%.”

Traceability
Besides having all the required quality and inspection 

checks and equipment PTF also have a Telesis pin stamper, 

supplied by Traceability Solutions, at their 
disposal.

“The requirement by OEMs is  
complete traceability on every  
component. The Telesis does this with  
heat markings, time, date and all the  
other stipulated markings required by  
each individual OEM.”

Ten years ago PTF was very much  
reliant on one pump manufacturer for  
work. However the company has  
expanded to become a job shop supplier  
for several pump manufacturers. These 
include Weir Warman, Sulzer, Grundfos, 
Sam Engineering and Rapid Allweiler,  
to name a few. On the valve side they 
machine components for Dynamic Fluid 
Control, Bay Engineering and Franklin 
Electric.

The staff compliment currently  
totals 30.

The facility comprises two separate 
buildings each with 870 m² under  
roof. The second building was only 
completed just before the holiday period  
in 2011.

“We had been buying machines 
regularly and were running out of space. The second  
building was always in our plans but every time we found  

an excuse to buy another machine.  
However when we purchased the Yu Shine  
it forced us to build it.”

“The benefit is that we now have  
a modern facility that houses all our  
recent purchases and still gives us  
the space to purchase more machines.  
An atmosphere controlled quality measuring 
room is also in the pipeline for this  
second building and should be completed 
in 2013.” 

As the company is primarily a job shop 
that machines the components from billet 
or is supplied the castings from the clients 
there is no need to have its own design 
facilities. However it does run its machining 
operations on EdgeCam.

For further details contact PTF 
Manufacturers on TEL: 011 825 3590

“Virtually 70% of components machined by us are stainless steel  
with most metals making up the remaining 30%.” These components were machined 

on the Victor Vturn-V760

Besides having all the required quality and inspection checks and equipment PTF also 
have a Telesis pin stamper, supplied by Traceability Solutions, at their disposal

Components ready for delivery





Around the world one dream 
unites metalcasters, regardless 
of their experience or specialty: 

greenfield capacity. It's fine to add new 
melting or moulding machinery, or to 
update cleaning and finishing systems, 
but there are limits to expansion 
and modernisation. Cost and market 
opportunities are obvious constraints 
to many operators' potential, but plant 
infrastructure, inaccessibility, and 
local zoning rules are often overlooked 
as the limiting factors to a foundry's 
growth opportunities.

The experience of Viking Foundry 
shows how much can be accomplished 
with a clean slate. Four years ago 
Viking Foundry management took the 
brave decision to uproot its complete 
foundry and move to a much larger 
facility. 

“We did not have far to go. It is 
literally up the street but the logistics 
involved in moving capital equipment 
can be a nightmare. But if we were 
going to grow the business and add value and quality to 
our products, as well as become faster and smarter in our 
delivery times, we needed to move. So when the opportunity 
arose to purchase the building in Van Lingen Street we did not 
hesitate,” said Grant Estman, MD of Viking Foundry.

“We were operating in an environment where everybody 
was falling over machines, patterns and castings. The 3500 m² 
under roof facility had served its purpose since my late dad 
George and I started the business in 1994. Keeping it in the 
family Greg, my son, joined the company in 2008. He is a 
qualified patternmaker.”

“The move in 2008 represents another significant 
milestone in the company’s history. We now have 10 000 m² 
under roof at our disposal. The increased space and separate 
buildings that we moved in to gave us the opportunity 
to locate the ferrous and non ferrous foundries in their 
own buildings. The fettling shop and patternshop are also 
housed in their own buildings. An added bonus is that we 
have a completely separate building for management and 
administration, one for all the production staff and one for 
where we store all our patterns.”

“Eight years ago we had no plans to expand but rather 
to focus on what we do best, which is to continue to operate 
primarily as a jobbing and mixed metal foundry. However with 
the increased orders it soon became inevitable that we would 
have to move and now that we are settled in our new facility 
we have not looked back.”

Additional equipment
“Besides the obvious advantage of having the space 

to streamline our production flow in the various areas we 
also knew that we needed to upgrade and introduce extra 

The future looks bright for the Germiston, Gauteng based mixed metal foundry. 
The company’s recent move into a new building has freed up plenty of space 

to expand and organise production flow.

Viking Foundry 
thrives in new facility

A general view of the ferrous foundry

A general view of the non ferrous foundry
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equipment if we wanted to increase our output. The first area 
to experience investment was the patternshop, shortly after 
we moved.”

“Here we installed a Haas GR-510 which is a gantry-style 
router with 3,073 x 1,549 x 279 mm travels and a 40-taper 
milling head. Its 10 000-rpm spindle and powerful 11 kilowatt 
vector drive system provide the power and speed to cut 
patterns.”

“The machine’s 1,5 x 3 metre fixed table provides plenty 
of support for large workpieces. We use EdgeCam as the 
machining programme and at the moment we have two fully 
trained operators that are working on the machine. Not only 
has the machine increased production for us, it has improved 

the quality and repeatability.”
“In total we have five qualified staff in the patternshop 

and two apprentices. We are also registered with the relevant 
authorities to train apprentices.”

Melting capacity
“We have also increased our melting capacity in both the 

ferrous and non ferrous foundries. From a total of 130 tons a 
month we are now able to produce in the region of 220 tons 
a month. The majority of this is made up of ferrous metals but 
on average we cast 25 tons of aluminium, copper, brass and 
the bronzes a month. Stainless steel comes in at about  
10 tons.”

Viking Foundry 
installed a Haas GR-

510, which is a gantry-
style router with 

3,073 x 1,549 x 279 mm 
travels and a 40-taper 

milling head, three and 
a half years ago in the 

patternshop. Its 
10 000-rpm spindle and 

powerful 11 kilowatt 
vector drive system 

provide the power and 
speed to cut patterns

One of the new furnaces that have been
installed recently
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“More importantly with the addition of new furnaces, one 
of which has just been installed and another commissioned at 
the end of November, we can now manufacture a steel casting 
up to 4,25 tons in steel and double that in iron.”

Phenolic resin introduced
Throughout the company’s history it has used greensand 

and CO2 moulding techniques. However with the acquisition 
of some equipment purchased at an auction, Viking has 
introduced chemically bonded sand moulding into its 
production process in both foundries.

“We have done this so as to become more competitive by 
reducing production costs and improving casting quality. In the 
last month the SI Group have been implementing and training 
our staff to use the new system.”

“We have had to purchase new equipment such as a  
20 ton an hour continuous mixer supplied by Lauds Machinery 
and a vibrating table to compliment the shakeout, classifier 

and other equipment that we acquired on 
the auction. We built our own silos, both 
with 30 ton capacity and did most of the 
installation ourselves.”

“The ferrous side is up and running 
very successfully and the non ferrous side 
should be completed by the end of the 
year.”

“We will continue to offer greensand 
and CO2 but with the changing times we 
have to adapt as well.”

The company regards itself as a jobbing 
foundry because it is recognised for its 
ability to cast a very diverse range of 
materials in small quantities in a very short 
turnover time. Typical industries serviced 
in the foundry are those in the crushing, 
mining and engineering related fields 
including pump components. It is a varied 
base, with SG forming the bulk of the work, 
followed by iron, steel, manganese, chrome 
and stainless steel.

Although Viking Foundry has no 
intention of becoming a high-tech foundry, 
the company does intend to become faster 
and smarter to improve delivery times.  
With an existing customer base of over 

150, Viking Foundry intends to become more service and 
quality oriented. Currently the company employs 130 staff.

For further information contact Viking Foundry on  
TEL: 011 873 5093

Moulds being filled

Viking Foundry recently purchased new equipment such as a 20 ton 
an hour continuous mixer supplied by Lauds Machinery

The fettling area

Although 
Viking Foundry has 

no intention of 
becoming a 

high-tech foundry, 
the company does 

intend to become faster 
and smarter to improve 

delivery times
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When I last visited Staman Automatic about 18 years 
ago the company business was based on the  
high-volume manufacturing on Cam Autos -  

multi-spindle automatics of various configurations and  
capacities to crank out large volumes of relatively  
uncomplicated parts.

Staman Automatic was started in 1979 by Günther  
Stark and partner Dieter Mann. Fed up with working for 
bosses the friends set up shop in a prospective client’s facility 
and within a week received their first order to make buttress 
washers.

Soon the company had business from their landlords  
manufacturing cable components such as ends, glands and 

other fittings. Today the company still has 40 Cam Autos and 
multi-spindle automatics working continuously but the  
emphasis of the business has changed somewhat.

“Fortunately our multi-spindles are kept busy but it is 
nowhere near the level they used to be at,” said Brad Stark, 
son of Günther, who retired two years ago.

“The reason for this is two-fold. Firstly some years back  
we fortunately took a decision to increase our exposure to 
CNC machining equipment in the form of drilling, turning and 
milling machines. This opened up new markets and services 
that the company could offer.”

“Moreover the CNC equipment can turn to tighter  
tolerances than the multi-spindles that we have.  

Dealing with change and adapting to it is a survival skill most shops are learning whether they 
want to or not, especially when traditional machined parts markets dry up as others open up.

Staman Automatic 
adapts to market changes

An assortment of components that Staman Automatic is capable of manufacturing







In fact there is no comparison because one is CNC and the 
other is manual.”

“We could have taken the route of CNC for the Swiss-type 
multi-spindles but that is very expensive and it would have 
limited our options in terms of what we could offer new  
clients. For example we can now do a multitude of bar work 
on the lathes by just adding the barfeeder and most of our 
lathes are equipped with a barfeeder.”

“Overall we can automatically turn bar diameters from  
2 mm up to 79 mm, and up to 500 mm 
diameter chucking.”

“Our workshop is equipped with a wide 
range of machining centres, from high speed 
drilling and tapping machines to heavy duty 
milling machines. Our largest machine is 
capable of machining components, which 
are 1200 mm long by 550 mm wide and  
we are able to machine up to 4-axis  
simultaneously.”

“The second reason has been the  
invasion of the ‘geel gevaar’. The Chinese.”

Family business
Brad is the younger of the two sons  

that now run the family business with their 
sister. He started working for his father  
22 years ago with elder brother Sean  

and sister Charmaine preceding him by one year.  
Brad and Sean run the production and manufacturing side 
and Charmaine looks after the purse strings.

“The first CNC machine that we took delivery of was  
back in 1991, which was a Fanuc Drill-Mate supplied by  
Edwin Roth (Pty) Ltd. That machine still works today and  
we have added a further three of the same machine,”  
said Sean.

“We now have 23 CNC machines on the floor.  

These include Takisawa lathes, a Victor lathe, a number of 
Doosan lathes and machining centres, and the latest  
machine to arrive is a Samsung PL25/25MC heavy duty  
turning centre.”

“The machine has live tooling, a maximum swing  
diameter 450 mm, a turned diameter of 350 mm and  
a maximum turned length of 1020 mm. The bar capacity is 
79 mm.”

“This is the second machine that we have purchased  
this year. The other one was a Doosan Puma 400  
horizontal CNC lathe supplied by Puma Machine Tools.  
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Sister Charmaine looks after the purse strings

The latest CNC machine to arrive on the 
floor at Staman Automatic is a Samsung 
PL25/25MC heavy duty turning centre. 
The machine has live tooling, a maximum 
swing diameter 650 mm, a turned 
diameter of 350 mm and a maximum 
turned length of 1020 mm. The bar 
capacity is 76 mm. The machine was 
supplied by Samsung South Africa

Last year the company also purchased a 
Doosan Puma 400 horizontal CNC lathe, 

supplied by Puma Machine Tools. 
The machine has a cutting diameter 

of 550 mm, cutting length of 1000 mm 
and a bar capacity of 116 mm

The first CNC machine that the
company took delivery of was a

Fanuc Drill-Mate supplied
by Edwin Roth (Pty) Ltd. That machine

still works today and Staman Automatic 
have subsequently purchased a further 

three of the same machine

Brothers Brad and Sean Stark run the production
and manufacturing side of Staman Automatic



The machine has a cutting diameter of 550 mm,  
cutting length of 1000 mm and a bar capacity of  
115 mm.”

Staman’s advanced facility and technical capabilities  
enables them to tackle complex components such as  
castings in abnormal shapes in various materials, which 
include steels, stainless steel, brass, copper, bronzes  
and aluminium. Also included in the mix of materials is  
nylon, PVC and vesconite.

Clients include the automotive, mining, electronic,  
furniture, appliance and construction industries with  
mining accounting for about 60 % of turnover. The mix  
of components is varied and includes pump assemblies, 
safety components and nozzles.

Bright polishing and finishing
“For a number of years we have offered bright finishing 

and polishing services. We have three vibratory mass  
finishing systems, which deburr and polish various castings, 
pressings and machined parts to client requirements. It is 
extremely useful for finishing of stainless steel, especially if 
they are consumer products.”

Staman’s advanced facility and technical capabilities enables them to tackle 
complex components such as castings in abnormal shapes in various materials, 

which include steels, stainless steel, brass, copper, bronzes and aluminium. 
Also included in the mix of materials is nylon, PVC and vesconite

Overall the company can automatically turn bar diameters 
from 2 mm up to 60 mm, and up to 300 mm diameter chucking. 
The company was started in 1979 by Günther Stark and partner 

Dieter Mann, manufacturing cable components such as ends, 
glands and other fittings. Today the company still has 

40 multi-spindle automatics working continuously but the 
emphasis of the business has changed somewhat 
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“It is important that we offer more than just machining 
services. Besides the normal add on services such as  
welding and assembly, the company also offers external  
services such as laser cutting, pipe bending and general  
fabrication, some of which we are seriously looking at  
bringing inhouse.”

Software
The company is using MasterCAM as their machining  

software and also recently put in a quoting software  
system that will bring down the quote time and  
competitive prices. 

Range of bathroom accessories
A second company, Stark Products, was 

formed in 2008 to market a range of  
bathroom accessories manufactured in 
grade 304 solid stainless steel. The  
products are available in polished or  
satin finishes.

“We chose stainless steel because it is 

recognised as an eco-friendly material because it is fully  
non-toxic and is 100% recyclable. Stainless steel is also  
the preferred metal of choice because it is corrosion  
resistant, it has mechanical strength, it has aesthetic  
appeal, it is hygienic and it is easily cleaned.” 

Some of the products manufactured include aerosol  
spray holders, toilet brush holders, soap dishes, glass floating 
shelves, vanity shelves, toilet roll holders, robe hooks,  

towel rings and door-stops. The products  
are marketed both locally and  

internationally and manufactured by 
Staman Automatic.

Currently the company 
employs 35 staff  

with some of them  
having already  
completed 25 years  

of service.
For further details 

contact Staman Automatic 
on TEL: 011 902 8878

Staman’s advanced facility and technical capabilities enables 
them to tackle complex components such as castings in abnormal 
shapes in various materials, which include steels, stainless steel, 

brass, copper, bronzes and aluminium. Also included in the 
mix of materials is nylon

Clients include the automotive, mining, electronic, 
furniture, appliance and construction industries 

with mining accounting for about 60 % of turnover. 
The mix of components is varied and includes pump 

assemblies, safety components and nozzles

Besides the normal add on services such as welding and assembly, 
the company also offers external services such as laser cutting, 

pipe bending and general fabrication. For a number of years they 
have offered bright finishing and polishing services. The company 

now has three vibratory mass finishing systems, which deburr 
and polish various castings, pressings and machined parts to client 
requirements. It is extremely useful for finishing of stainless steel, 

especially if they are consumer products

A second company, Stark Products, was formed in 2008 
to market a range of bathroom accessories 

manufactured in grade 304 solid stainless steel. 
The products are available in polished or satin finishes
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Quality is critical in manufacturing and coordinate 
measuring machines play an important role in ensuring 
that quality. But how do choose the CMM that’s right  

for your shop? Some of the industry suppliers include  
Brown & Sharpe (Hexagon Metrology), Carl Zeiss, DEA, Faro, 
L.S. Starrett, Mahr Federal, Mitutoyo, Mora, 
Nikkon Metrology, Sheffield and Wenzel.

Two important questions to answer are 
what are you measuring and where are you 
measuring. For example, for 3D prismatic parts, 
you would need contract measurement with 
a scanning sensor and ruby-tip stylus. For a 
part with unique angles, an articulating arm 
would provide the best access to measure 
these surfaces. For large parts with very deep 
features, a fixed head sensor is best since it  
can support the extensions to reach into the 
part and measure them accurately.

For parts with fine structures or materials 
that could deform with contact methods,  
Lewis advises optical measurement as the  
best solution.

Different designs for different needs
While it seems obvious, an important 

starting point is to consider the type of CMM that suits your 
quality needs. CMMs are available as vertical and horizontal 
fixed units — e.g. bridge style, cantilever and gantry models — 
and portable units — articulated arms and laser trackers.  
CMMs are also offered in manual and automated models too 
and of course as shop floor or inspection room type units.

Choosing the right machine depends also on present and 
future measurement needs. Choosing between manually driven 
CMM’s and CNC/DCC driven machines, depends on the size 
of parts, the amount of throughput of parts expected, the 
complexity of the measurement and whether the operators 
workload requires them to be assigned to other tasks making 
them more efficient.

As a general rule, fixed CMMs offer higher precision 

measurements and can be linked to a CAD 
model. These units are typically found in a 
temperature controlled room, which means 
products must be taken off the line and 
brought to the CMM. In some cases, the CMM 
may be located near the line, but products 
will still need to be removed from the line and 
placed on the CMM. Vertical CMMs (the probe 
attached to the vertical axis) are available in 
many sizes and handle workpieces from engine 
blocks to large aircraft bodies. Horizontal 
CMMs (the probe is on the horizontal axis) 
are suitable for large part measuring, such as 
automotive bodies.

Portable CMMs, by their nature are 
more flexible, lighter weight and less expensive than their 
fixed cousins. An articulated arm — which determines and 
records the location of a probe in 3D space and reports 
results through software — is useful for dimensional analysis, 
CAD-based inspection, on-machine verification, first-article 
inspection, alignment and reverse engineering. Laser tracker 
applications include alignment, installation (lay out or level 
machine foundation), part inspection, tool building and reverse 
engineering.

Size matters
It may be a simple and obvious point to make, but 

remember that the size of your CMM should be determined 
by the largest part you need to measure. Consider choosing a 

machine whose X, Y and Z measuring ranges are 
twice the width, length and height of the largest 
part you need to measure.

Software considerations
A critical component of a CMM is software. Most  

suppliers have their own software but there are 
some who do not. Evaluating software can be 
a challenge if you are not an experienced CMM 
operator, but there are some general rules of thumb 
to consider that can help assess if the software 
program is right for your measuring needs.

First, the software should be easy to use and 
should include features such as real time SPC, the 
ability to export to CAD, the type of platform on 
which the software works, service contracts (are 
upgrades available) and most importantly, technical 
support because even with easy-to-use software, 
there can be challenges navigating through the 

bETTER   PROducTION

CMMs: Choosing the 
right one for your shop
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software and when something does go wrong, you need to 
ensure you have sufficient support from your supplier to 
minimize downtime.

Operating software should allow operators to do basic  
and complex measurements. It must enable operators to 
program their CMM from a CAD file. It should assist the 
operators to determine the fit of a part when comparing it to 
the CAD model. It should provide data collection for statistical 
analysis, and also provide both 2D and 3D measurements and 
most of all, the software must be easy to use.

Environmental conditions
Whether your CMM is in a controlled room or on the 

shop floor, the environment within which it operates will 
impact performance. Suppliers typically will provide the best 
temperature range and temperature variations over a period of 
time and day when a CMM performs best. Other considerations 
include floor vibrations, which can also negatively impact CMM 
performance. Manufacturers can purchase optional vibration 
dampening systems if this is an issue.

Most CMMs are built to handle air quality conditions and 
temperature changes in controlled rooms or labs but when you 
have a CMM on a production floor or inline then things change.

Performance comparison
The best way to assess the performance of different brands 

of CMMs is to study the performance standards. While there 
are a few out there, the most common is ISO 10360-2.

Suppliers suggest that manufacturers ensure they compare 
similar specifications from different CMMs to make a fair 
comparison on performance. Accuracy requirements depend 

primarily on the tolerancing of the parts to be measured. Linear 
accuracy is an accuracy reading for each axis independently. 
Each machine axis must be built mutually perpendicular to the 
other two. Therefore, volumetric accuracy better represents a 
CMM’s true overall accuracy.

Consider the entire package
Suppliers concur that manufacturers should look at the 

entire package and assess the construction of a CMM (is it 
durable?), consider the software (is it user friendly and offer 
the key functions you require?) and the probing systems 
(accuracies of the probe head and the probe and different 
stylus modules).

More importantly, consider the cost of ownership. There are 
many moving parts in any CMM. Dealing with a CMM supplier 
that is able to provide the necessary maintenance, service 
parts and accredited certification to the CMM, is important in 
ensuring there is minimal down time.

Article adapted from Shop Metalworking







INTERNATIONAL   NEWS

A totally integrated automation system, which can be 
modularly and gradually adjusted to the relevant 
requirements, is the basis for flexible and productive 

manufacturing. This was one of the themes for EuroBLECH 
2012, which was held last year in Hannover, Germany 
from 23-27 October. The exhibition focused on efficient 
technologies, environmental friendly production methods and 
intelligent use of materials. In fact the theme of the exhibition 
was termed ‘For a sustainable future’.

The biennial show covered 84 000m² and featured 1 520 
exhibitors from 39 countries. The most important exhibitor 
countries after Germany included Italy, Turkey, China and 
The Netherlands. The event has increased by 5% in exhibitor 
numbers and by 7% in exhibition space compared to the 
previous exhibition held in 2010.

The organiser, Mack Brooks, said 60 500 international 
trade visitors attended the 22nd international sheet metal 
working technology exhibition, which was on par with its 
previous edition. Of these, 36 per cent came from outside 
Germany.

It’s been three EuroBLECH shows, or almost six years, 
since fiber lasers made their big debut in the metal 
fabricating industry. These solid-state lasers, which rely on 
semiconductor diodes to pump special optical fibers doped 
with rare-earth ions for beam production, continue to capture 

market share. It’s been a learning experience for many.
Fiber laser cutting systems proved to be one of the 

major attendance draws in 2012 with more than two dozen 
companies showing laser sheet metal cutters. Many of the 
big names, as well as a significant number of small and less 
well-known names, have added fibre lasers to their cutting 
armoury. 

Fiber lasers dominated the 36 laser cutters on display 
with 26 systems ranging in power from 1.5 to 4 kW on 
display, with an additional 6 disc laser fiber-delivered systems 
- leaving the overall impression that CO2 laser cutting, at 
least at this trade show, was of declining interest. Ferdi 
Tōngi, president & CEO of one of the industry's technology 
leaders, Bystronic, stated that fiber lasers for metal cutting 
are growing faster than anticipated and this technology is 
expected to gain 50% of the market.

Among the fiber laser cutting systems on display IPG 
Photonics continues to be the leader with 14 lasers integrated 
into cutting systems, Rofin Sinar made a notable appearance 
with seven of their fiber lasers powering systems, Amada and 
Hypertherm had 2 each and Trumpf disc lasers powered six 
systems. Other fiber lasers were scattered throughout the 
show performing welding, marking and other applications.

The benefits of fast cutting speeds on thinner materials, 
low energy consumption, the simplicity of fibre delivery 

Metalforming companies face demanding challenges every day 
such as increased product variety or continuously reduced batch sizes. 

Fighting for more efficiency and 
streamlining the production process at
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EuroBLECH 2012



systems, compared to the mirror systems on 
CO2 machines, and, in theory at least, low 
maintenance, seem to have driven the sector to a 
technological tipping point. 

Fibre lasers could also be disruptive to the 
established order of the laser market. There 
were a lot of new entrants on show – with 
manufacturers coming in from the plasma sector 
and relative unknowns coming in to attack the 
new level playing field.

Consumption
Due to the low efficiency resulting from the 

generation of CO2 laser, cooling needs are very 
high, with the consequent increase in energy 
consumption. On the contrary, a fibre laser cutting 
machine consumes much less, since it does not 
need so much cooling, as its generation system 
is much more efficient. Losses of energy in the 
generation of laser are much smaller.

As an example, note that a 5 kW of power CO2 
laser machine has an approximate consumption of  
70 KW, when a 3 kW power fibre laser cutting machine has 
an approximate consumption of 25 KW. It is considered that a 
3 kW fibre machine would be the comparable in its behaviour 
to one of 5 kW of CO2.

In general you can say that a fiber laser cutting machine 
consumes 60% less than one of CO2.

Applications
The behaviour of a fibre laser cutting machine with  

thin thicknesses (up to 5 mm thick) is better and more 
efficient than a CO2 machine. This is mainly due to the  
fact that the beam wavelength is 10 times lower in fiber  
than in CO2 (1.06 μm versus 10.6 microns). From 5 mm  
thick, the behaviour of both lasers is very similar.

Another added advantage of the fibre laser is its  
best operation when processing reflective materials, like 
aluminium, brass or copper.

The technology’s short-wavelength, high-beam-quality 
laser delivered via a fibre has always enjoyed a speed 
advantage over the traditional CO2 beam, which has to rely 
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on mirroring systems to 
deliver the laser beam 
to the cutting surface. 
However, the mechanics 
of a machine now are 
designed specifically to 
cater to the cutting speed 
of the fibre lasers.

Because a fibre laser 
doesn’t require a large 
resonator cavity or a large 
chiller, it comes in a small package, which makes it a prime 
candidate for integration into more traditional machine tools.

Not just fibre lasers 
Although the main focus of attention may have been the 

step change in the laser cutting sector, there was also plenty 
of incremental improvement in punching and forming.

The wide range of materials, machines, systems and tools 

on display reflected the complete technology chain of sheet 
metal working, from sheet metal and sheet metal products 
to handling, forming, cutting, joining, flexible sheet metal 
working, tube processing, process control, CAD/CAM systems 
and surface technology. A great number of exhibiting research 
institutions complement the event by presenting the latest 
research projects and providing the necessary foundations for 
technological development. 

EuroBLECH awards
At EuroBLECH 2012, the trade magazines 

'Blechnet' and 'MM MaschinenMarkt' (publishers: 
Vogel Business Media) once again presented the 
MM Awards, recognising innovations in the field of 
sheet metal working. 

This is the tenth occasion the awards have 
been given at the EuroBLECH exhibition by the 
trade magazines. The editorial departments of the 
special interest journals recognised companies in 
nine different categories.

Some of the award winners included the  
Amada Lasbend AJ, Schuler for its TwinServo 
technology, Safan BV with the SafanDarley  

Eye technology, DIMECO-Alipresse for the LInapunch  
MC-E multi-configuration numerical control electric punching 
machine and Bystronic for its ByAutonom. 

EuroBLECH 2014
The next EuroBLECH will take place at the same  

venue in 2014. The dates for the exhibition are 21 to  
25 October 2014.
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Anton Zackey, General Manager, Craft Machine Tools
Sitting at Hanover Airport with my colleague  

Danny Thompson on the Friday afternoon after the  
exhibition we had an opportunity to reflect on the week  
gone by. We had both been to international trade shows 
before so were not taken aback by the enormity of the  
show in comparison to the recently held South African  
Electra Mining and Machine Tools Africa. In fact we both 
thought that EuroBLECH 2012 was smaller than previous 
shows. We debated whether this was because of the 
continued economic down turn or simply due to the fact that 
having experienced past international trade shows we were 
now sensitised to their size?

Regardless of the size or the effects the economy may  
be having on manufacturers the world over, the one thing 
which continued to come to the fore was innovation.  
Year after year manufacturers manage to produce new and 
exciting products driven by advancements in technology.  
I notice a massive incline in automated operations  
designed to reduce production time and the number of 
operators. These developments certainly pose an ethical  
and moral dilemma for the South African market.  
Business owners are constantly faced with the pressures  
of increasing production while reducing costs. The automated 
approach seems logical, especially given the extremely 
difficult and sensitive labour issues our country faces,  
and has recently faced in the mining industries.  However, 
given our high unemployment rate business owners feel  
a moral obligation to employ, after all are we all not 
responsible in helping our country overcome the challenges  
it is faced with?

Craft Machine Tools together with Thompson Machine 
Tools have been in business for over 40 years, none tougher 
than the past few. Given the dynamic environment and  
the level of competition we operate in, finding the right 
products, which offer the right value, at the right price  
has never been more important. EuroBLECH most certainly 
provided a platform for the best in the business to  
showcase their intentions to meet the expectations 
of the market not only today but ‘tomorrow’. Just like 
the manufacturers at EuroBLECH strive to meet these 
expectations through continued product development,  
Craft Machine Tools will do the same through partnering  
with the best in the business. 

We all travel to EuroBLECH in search of answers, the 
difference lies in the questions we are asking. I hope all  
those who travelled managed to find the answers they  
were looking for. 

Interesting facts on the lighter side
● I decided to measure the distance we walk in  

 one day at EuroBLECH using a fitness app on  
 my iPhone. I began measuring at the entrance of  
 the show grounds and stopped at the end of the day  
 (when we arrived back at the hotel). In one day  
 we walked over thirteen kilometers. No wonder  
 the beer tastes so good at the end of the day! 

● Try the truly local pubs for a beer at the end of a  
 long day on your feet. The beer is just as good but  
 a third of the price.  

● Use the train system. It is surprisingly easy, reliable,  
 a lot cheaper and a great way to meet people.

Ferdie van der Merwe and Ferdi Potgieter, 
both from Laser Cut Co

Anton Zackey and Danny Thompson, 
both from Craft Machine Tools

Anton and Tammy Heunis from Heunis Steel Robbert van Rijssen of Durma SA, Enrico and Julio Moya  
of Acrow Racking & Shelving with Byron Gueffroy of Durma SA
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Andrew Winter, Managing Director, Robor Baldwins
“As a first time attendee to the EuroBLECH exhibition 

following the Robor acquisition of Baldwins in June 2011, the 
show provided much insight into the where to and how to of 
sheet metal and structural steel processing. The sheet metal, 
structural steel and associated value added processing is new 
to the Robor group and whilst we have existing capability and 
capacity, we have plans to change, evolve and grow. We are 
not an organisation that lets grass grow under our feet.”

 “The show is clearly the place to be when considering 
strategic capital equipment spend for the future, with all the 
major equipment manufacturers and suppliers physically 
present and the majority showcasing their latest and greatest 
to the global steel industry. It’s obviously a question of how 
much investment and when. Being able to evaluate the 
equipment and technical specifications of each machine 
over a number of days and considering the choices available 
is extremely valuable. You could relate it to being a kid in a 
candy store.”

 “The show creates a platform for business opportunities 
on all levels and is not restricted to purely equipment and 

capital plant and equipment investment. All the major 
European steel mills are represented and the show caters for 
both formal and informal discussion areas with the various 
representatives.”

Vaughn Hanwith-Horden, Managing Director,  
F & H Machine Tools

“A terrible economy has forced European metal fabricators 
to focus on shortening turnaround time on jobs. If they 
attended EuroBLECH 2012 in Hannover, Germany, in late 
October last year, those fabricators probably discovered some 
tools that could help them accomplish their goals.”

“Leading indices indicate that manufacturing output 
has declined for some time. Certain geographic areas are 
suffering greatly from very high unemployment rates. Local 

governments are unable to inject stimulus funds because of  
skyrocketing debt.”

“So what does this mean for metal fabricators in Europe? 
It’s time to start finding efficiencies and taking a hard look at 
the entire metal fabricating process — the time between receipt 
of the order and shipping the product out. Eliminate as much 
waste in that process, and you maximize cash on hand.”

“This same principle should apply to our South African 
fabricators as well, despite all of the added complications that 
they endure as compared to their European counterparts.” 

Ben TerreBlanche of SigmaTEK

Malcom Moriarty of Retecon with Andrew Winter and 
Mathys van Rensburg, both of Robor Baldwins

Vaughn Hanwith Hawden of Forest Engineering 
with Jukka Hakala of CoastOne Oy

Hans-Peter Neth, Managing Director,  
Retecon Group

“Once again Trumpf were dominant and impressive 
exhibitors. The theme of the stand, which covered an area of 
2 760m² and an upstairs area of 210m², was ‘All you need to 
stay in the lead’.

“Trumpf exhibited an array of new and existing machine 
tools, laser systems and services, all developed in the  
interest of flexible and economical solutions for  
machining, laser cutting, welding, punching, and bending.”

Norbert Häberle of Trumpf with 
Hans-Peter Neth of Retecon
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Lasers break record for metal plate thickness
“One of the highlights for me was the Trulaser  

Series 5000 machines that can cut stainless steel up to  
50 millimeters thick. When fitted with the Brightline option, 
the 2-D laser cutting units also improve the quality of edges  
on stainless steel plate of thicknesses between 20 and  
25 millimeters. These new qualities are made possible  
by the TruFlow 8000, a CO2 laser with 8 kilowatts of power 
and a mirror cutting head. The mirror optics remain reliable 
even in the presence of heavy soiling because there are  
fewer thermal effects than with lenses. They therefore do  
not have to be cleaned as often and are subject to less  
wear and tear.”

“On view for the first time ever was the new SheetMaster 
Compact in combination with the TruPunch 3000. This  
space-saving automation unit is absolutely reliable as it loads 
the sheets and removes both scrap skeleton and micro-joint 
panels. In the latter the partially punched parts are retained in 
the sheet by means of tabs.”

“Also on display was the TruLaser Cell 3000, a unique, 
all-purpose laser machining centre. It cuts and welds in 
both two and three dimensions, making it suitable for all 
batch sizes and every application. It was integrated into a 
process sequence together with the TruBend 7036 brake 
press and a TruMark 7000 labeling station. Visitors could see 
for themselves how the TruTops Fab software controls the 
processing sequence.”

“Another impressive display was the TruLaser Robot 5020 
welding cell with the new, automatic rotation changer with 
turning axes, which represents a high-productivity automation 
solution for long production runs. Available for the first time 
at the EuroBLECH was the modular clamping system for laser 
welding. This is a highly practical approach to chucking a 
variety of geometries and can be used for everything from 
fabricating prototypes to producing components in smaller 
numbers.”

“In addition, the TruLaser Tube 7000 laser cutting machine 
for pipe and profiles was on display. It is fitted with a swinging 
cutting head and a flexible discharge station.”

“Another OEM that we represent, Italian manufacturer 
Ficep, displayed the Gemini HD36, an advanced CNC gantry 
style plate fabrication centre. The modular design allows for 
drilling operations, marking, and thermal cutting. In addition, 
the Gemini HD36 can produce chamfers in a single operation 
thanks to a new technology swivel head.” 

“By nature the storage of sheet metal is difficult, 
dangerous and expensive. Automated vertical storage is 
usually an effective solution. Kasto presented a number of 
solutions appropriate to the needs of the storage of plate 
and sheet while taking into account the dimensions and the 
allowable loads on pallets.” 

“The Koike stand in Hall 13 showed visitors cutting 
technology to "touch". Numerous live demonstrations 
underlined the high standards of the Koike cutting  
systems. The highest attention was shown for the new  
Deltatex gantry cutting machine with the innovative 
SphereBevel bevel cutting tool. Along with the extensive  
range of portable cutting machines, the proven all-in-one 
flatbed cutting machine Gammatec, as well as another  
new gantry cutting machines Deltatec were exhibited.  
The Deltatec is the ideal system for thermal cutting with 
different cutting processes - maximum four oxy-fuel and / or 
up to two plasma stations. Optionally, different marking tools 
are available.”

“Overall I was impressed with the technology on  
display and the number of South Africans that attended the 
exhibition.” 
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Jurgen Lecki of Retecon with the two
Wolves supporters Malcolm Moriarty 
of Retecon and Andy Overton of Ficep

Bernard Goosen and Bruce Hains,
both of Zanogen

Richie Shunmungam and Brian Rose, both of Steelbank
with Quentin Coetzee of Avax in the centre

Flip Gunter of Precision Press

Henri Zermatten of Manrepco
with his son Dieter

Mike Cronin, Managing Director, Elquip Solutions
“Just like machine tool manufacturers, the trend towards 

high-strength materials is also posing similar challenges for 
manufacturers of sawing machines. Behringer is reacting, for 
example, with high-performance sawing technology. As far as 
we are concerned, this means not only 
being able to separate hard-to-machine 
materials, but also cut them at high speed.” 

“For example, the high-performance 
HBM540A can be upgraded with the Speed 
Cutting Kit (SC Kit). The results are higher 
cutting performances, cycle times reduced 
by up to seven times, constantly high 
material removal, clean cutting surfaces 
and short oddments.” 

“The HBP510-1208G mitre band saw is 
also a highly special machine. Because the 
saw band is sloped at 8° you can achieve 
clean cutting results even with very wide 
girders of over 1000 mm and, at the same 
time the tool is protected. The system 
universally gives best performance with 

large but also with smaller girders.”
“The design of the new high-performance HCS 160 

multifluid circular saw from Behringer Eisele has been 
optimised for wet or dry cutting. Capable of high throughputs, 
the HCS 160 has a number of new features, including a 

new machine base and optimised chip 
disposal.”

“The carbide-tipped HCS 160  
is the perfect solution for cutting  
high-alloy, heat-resistant steel larger than 
1 200 N/mm².”

“Then there was the innovative HD-X 
saw-drill line where drilling and milling is 
done in a single unit. The new HD-X 1218, 
with additional X axis, offers significantly 
higher throughput for profile machining 
and capacity for not only carbide drilling 
but also milling.”"Overall the Behringer 
Eisele and Vernet Behringer new offerings 
form the ideal mixture of well-proven 
sawing technology with a high degree of 
variability and adaptability."Mike Cronin of Elquip Solutions

Helmut Neumann, MD, Inprofile 2000
“It has been my intention for many 

years to visit this expo and I finally joined 
the South African group of visitors to 
Hannover in 2012.”

“As a trained toolmaker (trade test 
passed in 1958 in Austria) and being 
active in the sheet metal industry in 
South Africa since 1967, and from 
1983 as founder and MD in companies 
producing cold rolled profiles, EuroBLECH 
2012 was a great experience.”

 “The need to modernise some of 

the aging equipment at our company 
made every minute spent at the show a 
challenge to me. The level of advanced 
technology in Europe is a real eye opener 
to us all.”

“I had the pleasure of meeting a 
great number of leading members of 
companies at the show.

It was good to be together with fellow 
visitors from the RSA and enjoy evening 
outings sampling the local beer and  
food. Eisbein was especially popular  
with the guys.”

Helmut Neumann of Inprofile 2000
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Andrew Poole, MD, First Cut
“Bystronic exhibited a number of new innovations at this 

year’s EuroBLECH. The highlights were from the laser cutting, 
bending and software segments.”

“No less than three of the innovations came from the laser 
cutting segment. These included the BySprint Pro 3015 with a 
six kilowatts source. Previously the BySprint Pro was powered 
by the ByLaser 4400 laser source or 4.4 kilowatts. Now the 
system can cut sheets up to 25 millimeter thick.”

“A similar development has taken place with the second 
innovation, the fiber laser cutting system BySprint Fiber 4020. 
The machine is now available with three and four kilowatts 
power source and hence approaches the sheet metal thickness 
range that until now was limited to CO2 laser cutting systems.”

Andrew Poole and Garth Haigh, both of First Cut
with Philipp Burgener of Bystronic Sales in the centre

Ricky Camacho, Manny and Jorge Peixoto, 
all of JP Engineering

“No less than three of the innovations 
came from the laser cutting segment. 
These included the BySprint Pro 3015 
with a six kilowatts source. Previously 
the BySprint Pro was powered by the 

ByLaser 4400 laser source or 
4.4 kilowatts. Now the system can cut 

sheets up to 25 millimeter thick.”
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ByAutonom
“The highlight was the ByAutonom, which won the  

MM Award. The ByAutonom was developed from the  
beginning as an autonomously working machine, which 
together with automation modules such as ByTrans,  
ByTower and Bycell can be used for reduced manning 
operation. This is also applicable if the type and thickness  
of the raw material has to be changed.”

Get Xcited
“The Xcite was the next exhibition highlight from Bystronic. 

This is a new press brake that is electrically driven and which 
had never been seen before. In concrete terms it is some  
2.5 times faster than a hydraulic press brake.”  

“The Xcite is also very user friendly. The ByVision control 
package for laser cutting and waterjet cutting machines has 
been extended for use with pressbrakes. Since this took  
place, every user can attain the required objective with  
very few interactions via the 22 inch touch screen.  

Whereby the level of prior knowledge required is negligible, 
since: ByVision guides a beginner safely through the 
programming and supports him with many automatisms.  
On the other hand it allows professionals to make use of  
their knowledge and to define their own limits for the  
bending technology.”

BySoft 7 – Make it easy
“Last but by no means least BySoft 7 is not simply an 

update, but rather a completely new software generation with 
numerous new functions and possibilities.” 

“In addition to the innovations, a great many tried and 
tested solutions from all product segments were also on 
display.  Amongst these was the waterjet cutting system  
ByJet Smart, which was launched in 2011, but could be seen 
at EuroBLECH 2012 for the first time. “

“Overall the numerous solutions on display for sheet  
metal processing promises to deliver exciting times ahead for 
this segment of the metalworking market.”

Hershel Ismail and Luis Fernandes,
both of Schuurman Lasercut

Andre Visser of Fabrinox

Hendrik Koekemoer, Maurius Bezuidenhout and 
Vaughan Reiche, all of Macsteel Coil Processing

Rob Davis from Colcab and Johan Burger 
from Insulated Structures

Larry Cohen of Branch Engineering
with Mathys Besselaar of Retecon

Terry Rosenberg, Managing Director, Yaskawa Motoman
“Yaskawa Europe showcased the possibilities of robot arc 

welding in impressive style at EuroBLECH 2012. Its display 
featured seven robots working simultaneously while being 
controlled by just one shared control unit.”

“The advantage of this multi-robot solution is that very 
little programming is required for the synchronous operation 
or coordinated movement of robots and positioners. Welding 
and handling processes can therefore be carried out in a 
single step. All six Yaskawa welding robot models were on 
display at the show. The Yaskawa VA1400 high-speed  
welding robot was particularly worth seeing. This is the 
first industrial robot in the arc welding sector with seven 
controlled axes. Thanks to its lean design, it benefits from 
astounding freedom of movement, even in the tightest of 
work spaces.” Terry Rosenberg of Yaskawa Motoman
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Tony and Andrew Broekhuisen 
of Aluminium Trading

Toshio Takagi of Amada Japan, Henry Bushney of Hitech-Gregfor
and Jens Hartig of Amada (UK) JHB Branch

Tony Cimato and Paul Dreyer Bob Bouwmeesters of BobfabEike Voermann of Eico Manufacturing

Gordon Van Rensburg and Barry Page, both of Amada (UK)
JHB Branch with Shawn Welthagen of Truck Shoppe in the centre

Gerald Anthony of Pinion & Adams, Pierre Parente 
of Jag Engineering, Donovan Hoole of Amada (UK) JHB Branch 

and Geoff Lass of R&G Sheet Metal

Rick Ferreira, General Manager, Amada (UK) JHB Branch
“Grow with our customers – that is the first statement in 

Amada’s management philosophy.”
“At EuroBLECH 2012 in Hall 12, no less than ten machines 

were on show in live operation over an area of some 2 000 m².  
Every one of them represents a further development to an 
existing solution or a completely new innovation.” 

“Amada has developed and released fiber laser machines 
with in-house-developed oscillators and significantly reduced 
environmental load, as well as combination machines  
that improve productivity by integrating manufacturing 
processes, which make it possible to adapt to diverse  
global markets.” 

“Furthermore, we offer a variety of solutions for in-house 
processing machines, software, robots, and peripheral 
equipment that are engineered from the customer perspective. 
For the emerging markets, Amada focuses on cost-effective 
mid-range machines.”

“Undoubtedly one of the stars of EuroBLECH 2012 was 

the Amada Lasbend AJ combination machine, which offers an 
integrated combination of laser cutting, forming, thread cutting 
and bending capabilities and opens up a wealth of production 
benefits for sheet metal working.”

“Overall the 
whole exhibition 
was exceptional 
with the latest 
technology on 
display. We 
were pleasantly 
surprised with 
the number of 
South Africans 
that visited our 
stand with a 
distinct intention 
of purchasing 
equipment.”

Rick Ferreira 
of Amada (UK) 

JHB Branch

“Overall the whole exhibition
was exceptional with the

latest technology on display.”
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Weak industrial activity in the European Union continues 
to test German machine tool builders. The industry 
recorded a 4% decline in third-quarter new orders for 

their products, with domestic orders falling 12% versus the 3Q 
2011 result and export orders remaining even with last year’s 
figure. The information was supplied by the German Machine 
Tool Builders’ Association (VDW), which noted that stable exports 
of machine tools have been the industry’s strength during 2012.

Machine tool building is one of the largest segments of that 
country’s mechanical engineering industry, and one of the most 
successful of all nationality groups in the global manufacturing 
technology industry. For the month of August, VDW indicated 
that German machine tool builders had about 68,640 
employees, up 4.5% compared with August 2011.

Previously, VDW reported its members’ new orders fell 20% 
in the second quarter and 7% in the first quarter, versus the 
respective 2011 periods.

For the year-to-date, new orders for German machine tools 
have declined 11% versus the January-September 2011 period, 
as domestic orders dropped 8%, and export orders fell by 12%.

“The fall in demand over the course of the year has so 
far proceeded in line with expectations,” stated Dr. Wilfried 
Schäfer, executive director of VDW.

Among the largest export markets for machine tools, VDW 
noted that the North American industry has demonstrated 
rising demand, mainly in the U.S.  The third quarter of 2012 
covered the period of IMTS 2012, the year’s largest trade 
show for manufacturing technology. Recently, the VDW’s 
U.S. counterpart reported September 2012 was among the 

strongest months in history for machine tool purchases.
“There is substantial investment ongoing here, not least from 

the automotive industry and the aviation sector,” VDW stated.
VDW also noted that Asian demand levels are returning to 

“business as normal” after high growth rates over recent years. 
In China, the largest Asian market for machine tools, demand 
has cooled due to stricter financial regulations that are making 
financing more difficult for small and midsized companies.

Western European demand remains weak, according to 
VDW, though Eastern European markets, notably Russia, are 
more encouraging destinations for VDW members. 

As for German domestic demand, it had been more reliable 
through the first half of 2012. “In the two most recent months, 
by contrast, our biggest customer grouping, the automotive 
industry, had put its foot firmly on the brake pedal, and is 
postponing capital investment projects with its component 
suppliers,” Schäfer commented. Even so, the association 
maintained that demand in Germany has held up better  
than in other European nations.  

VDW observed that its members’ production of machine 
tools rose 12% during the January-September 2012 period, 
giving confidence that its outlook for new orders will exceed 
previous forecasts.  “Against the background of the order 
trends, a continuingly high order backlog of more than eight 
months with practically complete capacity utilisation, the 
VDW is upping its production output forecast for 2012 from 
its previous 6 to 8%,” stated Schäfer. This would correspond 
to sales of almost €14 billion ($17.8 billion), approaching the 
record figure set in 2008.

German machine tool builders 
rely on stable exports

The first North American manufacturing plant for the  
DMG / Mori Seiki partnership is in operation now in 
Davis, California, less than two years after the project was 

revealed. In a ribbon-cutting message recently, Mori Seiki Co. 
Ltd. president Dr. Masahiko Mori described the opening as an 
indicator of the machine tool builder’s continuing prosperity and 
its expanding role as a collaborator for US manufacturers.

The $50 million, 6 500m² project was built adjacent to the 
design center and Digital Technology Laboratory that Mori Seiki 
began developing 12 years ago. Together, the machine tool  
factory and the R&D center cover 27 000m².

The California plant’s current capacity is 80 machines per 
month, according to DMG / Mori Seiki USA.

The factory is producing a series of Mori Seiki horizontal 
machines, the NHX4000, NHX5000 and NHX5500. Column and 
medium-part machining is done on three NHX10000 machines 
installed with a linear pallet pool (LPP) system with 60 pallets. 
The high level of automation also includes two NH6300  
machines with 40 pallets that machines pallets and  
small castings.

The large machining area also has two Toshiba MPC - B 
Series 5 face, high-performance machines. This production 
cell has a capacity for up to 180 tools, controlled by the LPS III 
software developed by the Digital Technology Laboratory, and 
is able to process large NHX Series castings efficiently. After 
machining, these castings are cleaned by air-blow robots.

NHX4000 Series production
NHX machines produced in California have castings sourced 

from the same Japanese foundry that supplies components 
to Mori Seiki’s Japanese production plants. Spindles and ball 
screws for NHX machines are also produced in Japan, though 
DMG / Mori Seiki noted that more than 40% of the machines’ 
parts are produced domestically. “Domestic content will  
continue to be increased in the future, as additional suppliers 
are secured,” the company indicated.

To maintain economic and environmental standards,  
according to the developer, the temperature-controlled factory 
performs dry and minimum quantity lubricant (MQL)  
machining only, with vacuum chip evacuation.

Machine tool builder sees progress and opportunity in its new California plant.

Mori Seiki opens first US manufacturing operation

“Fall in demand over the course of the year has so far proceeded 
in line with expectations,” according to VDW.
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CECIMO says growth depends on exports, industrial policies, and free trade.

EU machine tool builders warn of “Ongoing slowdown”

The European Association of the Machine Tool Industries 
(CECIMO)is forecasting its member companies’ 2012 sales 
will rise 6%, year-on-year, to €20.8 billion. The result is 

encouraging in light of the slowing demand that has followed a 
strong first quarter of 2012, and is attributed in part to a large 
backlog of orders being completed during the weaker second 
and third quarters.

The details were included in CECIMO’s statement following 
its recent annual meeting. Association incorporates machine-
tool builders’ trade associations from 15 European nations, who 
represent approximately 1,500 industrial enterprises and more 
than 97% of all machine tool production in Europe, as well as 
about 33% of total global machine tool production.

CECIMO noted that the low volume of purchases “reflects 
the cautiousness of European businesses as well as the low 
production activity, mostly in Southern-Europe.” It predicted that 
2012 European machine tool consumption will decline by  
€77 million over the 2011 total.

Machine-tool trade groups in Germany and Italy have noted 
comparable results and made similar observations about weak 
European demand.

CECIMO reported that its exports rose to a near-record 
level of €16.7 billion in 2011, and that the successful results 
forecast for 2012 is based on solid growth in EU machine 
tool exports, which confirms the competitiveness of Europe’s 
machine tool builders.

“Due to the weak domestic markets, the European  
machine tool industry’s near-future growth prospects are  

based on high foreign orders intake and strong demand in 
the Asian, North- and South-American markets,” according to 
CECIMO president Martin Kapp.

The Association cautioned that weak global industrial 
activity, in combination with the European circumstances, may 
jeopardize its members’ future export volumes and growth 
prospects. In that regard, CECIMO revived its call for more 
effective EU efforts to stimulate manufacturing activity.

The group also renewed its call for EU trade policy to 
support manufacturing exports, specifically identifying the 
importance of concluding a free-trade agreement between 
the EU and India. “CECIMO exports to non-European countries 
represented almost 50% of its total exports in 2011,” it stated, 
“and this share is growing, and free and fair trade is needed to 
maintain this momentum.”

CECIMO then drew attention to its member companies’ 
difficulty in locating qualified workers, notwithstanding  
record-high unemployment rates in the EU. It endorsed the 
European Commission’s recent Industrial Policy Communication, 
which proposes plans to foster skills development for 
manufacturing, including initiatives to anticipate future needs 
for skilled workers in specific sectors, and to improve efforts  
to match education with available positions.

“The Commission’s target to increase the GDP’s share 
of manufacturing in the EU from 16% to 20% by 2020 is a 
quantitative expression of Europe’s reindustrialisation goal,” 
Kapp stated. “It underlines a long-term commitment to help 
prepare Europe’s manufacturing base for the future.”

Environmental efficacy 
rewarded with the 

2012 Swedish Steel Prize

The 2012 Swedish Steel Prize was awarded to A-Ward  
Attachments Ltd. of New Zealand. The company has  
designed a flexible system using high-strength steel which 

compresses and packs metallic scrap in containers.
The aim of the Swedish Steel Prize is to inspire and  

disseminate knowledge about high strength steels and the 
possibilities to develop lighter, stronger and more sustainable 
products. 

From an environmental perspective, the recycling,  
management and transportation of metallic scrap is very  
important. A-Ward has worked for two years to perfect the  
design of a scrap loader which improves the management  
and transportation of scrap. The loader is manufactured  
from SSAB’s Hardox wear plate.

The scrap is loaded directly onto the containers, which 
saves both costs and time. Moreover, horizontal loading  
reduces the risk of damage to the containers. The  
environmental impact is reduced because the scrap  
containers need not be specially manufactured and ordinary 
container transportation can be used. The scrap loader will  
be sold worldwide to companies in the recycling and waste 
management sector.

“We are pleased to announce our first winner from  

New Zealand. A-Ward demonstrates the advantages of high 
strength steel with an innovative and well-planned solution.  
Productivity and service life have been improved significantly 
and their products contribute to a more sustainable society,” 
said KG Ramström, chairman of the jury and SSAB’s Chief 
Technical Officer.

“I would like to thank SSAB for putting on such an amazing 
global event like the Swedish Steel Prize. After spending the last 
couple of days at SSAB, I must say that my expert team just got 
a lot bigger. The innovative A-Ward Mi-Slide product may come 
from one of my crazy ideas, but to turn it into reality I have  
surrounded myself with a team of experts. Apart from the  
feeling of watching your brand new product work for the first 
time, also winning this prestigious award means a great deal  
to me”, said Simon Ward, Managing Director A-Ward  
Attachments.

Other nominated companies were awarded the second prize 
in the 2012 Swedish Steel Prize. These companies are Gremo 
(Sweden) and Borcad CZ s.r.o (Czech Republic).

SSAB established the Swedish Steel Prize in 1999.
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Alstom announces world’s longest turbine blade 
for optimum nuclear power plant efficiency

Alstom has announced the launch of its “LP75” very long 
Last Stage Blade (1) (LSB) for nuclear steam turbines at 
the Nuclear New Build Summit in Shanghai.

This 75” new blade is the longest in the world and its 
exhaust area (2) of 58 m² is the largest compared to any other 
product on the market. Designed for use in the low pressure 
section of Alstom’s Arabelle nuclear steam turbine, the LP75 
builds incrementally on Alstom's existing LP69 turbine blade to 
improve performance and achieve the best possible efficiency 
from any nuclear steam turbine today.

The LP75 provides a reduction of one-fifth in exhaust losses 
compared with the existing LP69. This means that energy  
waste is minimised while electrical output can be maximised: 
Depending upon project specific conditions, typically an output 
gain of 10 MW is expected, enough to provide the yearly  
electricity consumption of 60,000 Chinese households.

In particular the upgraded LP75 blade can provide more 
output in cold and very cold cooling conditions from all reactor 
models. It is thus well suited for climates such as the UK,  

Scandinavia, or at coastal locations in temperate to very cold 
areas.

“Our 69” LSB in operation at Oskarshamn, Sweden is 
already the longest blade in commercial operation in the world. 
The LP75 builds on Alstom's existing expertise and will give 
our nuclear power customers increased electrical output to 
enhance their plant performance,” said Patrick Fragman,  
Senior Vice President of Nuclear.

With this new blade, the Arabelle LSB line now offers  
three sizes LP57, LP69 and LP75 and greater flexibility in  
plant design. Featuring the same welded rotor technology  
and lightweight LSB design of those earlier models, the  
LP75 also uses similar manufacturing processes and shares 
many parts, thanks to a progressive product evolution. This 
helps to mitigate risks of equipment failure as well as costly 
delays.

The Arabelle steam turbine currently powers six nuclear 
units and is under various stages of construction in another  
18 units in four countries.

Left: Last Stage Blades are part 
of the low pressure module in a 
steam turbine generator which 
converts heat energy from steam 
into electricity in a nuclear power 
plant. Longer blades reduce exhaust 
losses, increase efficiency of a steam 
turbine and allow it to further 
optimise backpressure – all of which 
contribute to greater power output 
of the nuclear power plant

Far left: Exhaust area is measured 
at the blade exit

French Prime Minister, Jean-Marc Ayrault and Airbus 
President and Chief Executive Officer, Fabrice Brégier 
officially inaugurated the 74 000m² A350 XWB Final 

Assembly Line (FAL), in Toulouse, France late last year. 
At full production, the FAL will employ some 1,500 people 

who will build up to ten aircraft a month as from 2018. 
“Innovation is deeply rooted in our DNA and this is 

fully demonstrated on the A350 XWB, the world’s newest, 
most advanced airliner. Today we honour Roger Béteille, an 
exceptional aviation pioneer and we name the A350 XWB 
Final Assembly Line after him, one of our industry’s greatest 
innovators”, said Fabrice Brégier, Airbus President & CEO. 

“Airbus’ success is a concrete example of how European 
partners working hand in hand can achieve incredible things 
together and this has been an essential ingredient to becoming 
the world’s largest and premier aircraft manufacturer”, Roger 
Béteille said. 

Béteille was one of Airbus’ four founding fathers. He was 
instrumental in the development of fly by wire flight controls, 
one of Airbus’ key innovations which has since become the 

industry standard. Béteille’s was also responsible for the 
introduction of the world’s first two engine wide-body aircraft, 
the A300 which performed its first flight 40 years ago. With 
the inauguration of this new FAL, Airbus celebrates the world’s 
newest generation two engine wide-body aircraft, the A350 XWB.

Airbus opens A350 plant to meet rising competition
The French Prime Minister inaugurated the new A350 XWB final assembly line.

©AIRBUS S.A.S. 2012 - photo by exm company / P. Masclet
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Italian machine-tool builders endured a 16.8% drop in orders 
during the third quarter of 2012 compared to the like period 
of 2011, according to researchers with UCIMU, the trade 

group that represents Italy’s manufacturers of machine tools, 
robots, and automation systems. The new result follows a 20.6% 
year-on-year decrease in orders during the second quarter of 
2012, and a 10.5% year-on-year increase during the first quarter.

UCIMU declared that the new result is due to the negative 
results from machine tool builders’ domestic and export sales, 
though not in equal proportions. Export orders during the 
recent period declined by 11.8% versus the third quarter of 
2011, and that result actually represents an “acceptable” result 
as it shows a slight increase over the 2005 baseline figure.

However, the negative trend for domestic Italian orders 
continued with a 42.6% reduction compared to the third 
quarter of 2011, a result that is less than 20% of the baseline 
figure.  “Only during the third quarter of 2010 were worse 
results recorded,” the group explained, and it shows how the 
continuing decline in domestic consumption has driven Italian 
machine tool builders to try to react by increasing exports.

Italy is among the EU nations affected most seriously by the 
continent's sovereign debt crisis, which is straining financial 
reserves for lenders and thereby inhibiting capital investments.

UCIMU president Luigi Galdabini said the “strong 
predisposition to internationalization (by) Italian companies” 
should be recognized as a consequence to an abatement of 
IRAP — the regional income taxes that all manufacturers pay on 
income earned in Italy.

However, UCIMU said results of the recent BI-MU trade 
expo in Milan had been encouraging, with more than 58,000 
attendees, and most of these machine shop operators.

“Together with the first impressions collected from the 
exhibitors, these numbers show a rather peculiar situation,” 
Galdabini commented: “… in Italy, in spite of the uncertain 
situation, there is the desire to invest in capital goods, probably 

with more determination than in the recent past. The problem 
is the inability to turn the interest of the demand into reality, 
due to the lack of liquidity suffered by the companies, which 
during the 2010-2012 period have suffered a significant 
decrease in financing from credit institutions …”.

He observed that the Italian government’s recent 
introduction of a “mini-bond” system — effectively, reducing 
the manufacturers’ minimum equity requirements on loans 
for new capital investments — may be the right approach 
for encouraging business owners to move ahead with their 
expansion or improvement programs.

Galdabini called on the Italian government “to initiate 
a discussion workshop, including bank and company 
representatives, the protagonists of the mini-bond system, to 
define and agree the operating details of the activity.

“If, as it is now clear, one of the main problems of the 
Italian economy is the lack of liquidity,” he added, “it is 
necessary to stimulate and support as much as possible the 
tools that can make it easier for companies to access funds.”  
A similar easing of credit terms is sought on leasing activity, 
too, the group president said.

“The oxygen guaranteed by these types of interventions 
aimed at reinstating liquidity in the real economic system of 
the country, must however be accompanied by a structured 
economic policy aimed at promoting a recovery of trust with the 
consumers across the whole production chain," according to 
Galdabini.

The UCIMU president used the occasion to call for Italian 
government officials to reestablish discussions on “structural 
and infrastructural intervention plans” by the private and the 
public sector. That, he opined, would be the first step toward 
re-launching Italian economic growth because it would support 
a revival in capital-goods investments, “for which we hope,  
we repeat once again, that a ‘free amortization’ system be  
put in place.”

Export levels “acceptable” but domestic demand continues declining trend.

Italy’s 3Q machine tool orders fell 16.8%

Missler Software has announced a close collaboration 
with Okuma on a worldwide basis to guarantee the 
delivery of a machine tool and CAM software that 

work together. Proven global base post-processors, excellent 
machine simulation possibilities and customer support are 
provided to their respective customers.

Okuma is a "total" machine tool maker, developing its own 
machines and controls (OSP). To support customers creating 
new machining value, Okuma’s integrated machine & control 
manufacturing provides a wide lineup of advanced, "Only-One" 
products. In order to run these high-end machines worldwide, 
Okuma collaborates closely with Missler Software for the 
development of base post-processors.

TopSolid’Cam is perfectly adapted to driving complex 
multitasking Okuma machines. Machine simulation, collision 
check, spindle synchronization, raw part updating and 
visualization of material removal are important elements 
of TopSolid’Cam for the tool path programming of Okuma 

machines. In addition TopSolid’Cam offers a unique  
CAM solution in that it is capable of piloting turning,  
2-axis milling, 3-axis milling, 4- and 5-axis continued  
milling (simultaneous), as well as a combination of these 
machining methods (multitasking), synchronization and 
complex simulation.

Dominique Laffret, Vice-President of Strategic Relationships 
at Missler Software explains: “Many of our customers are 
equipped with Okuma machines. By closely collaborating with 
Okuma, we can better respond to the needs of companies 
equipped with such high-performance Okuma multitasking 
machines. These customers are concerned with high-end 
precision machining and need a top class CAM solution to  
drive these machines.”

Missler Software is one of the leading global suppliers of 
CAD, CAM and ERP solutions with its product line TopSolid. 
Okuma is a "total" machine tool maker, developing its own 
machines and controls (OSP).

Missler Software and Okuma collaborate closely together
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Jaguar Land Rover and Chery Automobile have received 
approval from the Chinese government to invest  
10.9 billion RMB (£1.1 billion) in building a factory  

in China.
The two firms have formed a joint venture company, called 

Chery Jaguar Land Rover Automotive Company Ltd, and now 
have a licence to manufacture JLR vehicles and new models 
at a new factory, which is to be constructed in Changshu, near 
Shanghai.

As well as building cars, the factory will include a research 
and development centre and engine production facility.

Talking at the announcement of the deal in Jiangsu,  
China, Dr Ralf Speth, Jaguar Land Rover Chief Executive Officer, 
and Mr Yin Tongyao, Chairman and Chief Executive Officer of 
Chery Automobile said in a joint statement:

"We are delighted to have reached this milestone, achieved 

thanks to the understanding and foresight of the Chinese 
authorities and we want to thank them for recognising the 
potential of our joint venture in the fast-growing Chinese 
market.”

"Together, we will now begin working in close collaboration 
on our partnership plans to harness the capabilities of our 
respective companies, to produce relevant, advanced models 
for Chinese consumers."

The firms announced that as well as building current JLR 
cars, tipped to begin with the Land Rover Freelander and Range 
Rover Evoque, the partnership will also produce models for a 
domestic brand tailored specifically to local customer demand.

The new factory is scheduled to be completed in 2014,  
as JLR bids to consolidate its rapid expansion in the Chinese 
market. The firm’s sales rose 80 per cent in the first  
10 months to October 2012.

Jaguar Land Rover and Chery Automobile to invest £1.1 billion in Chinese factory to open in 2014.

Jaguar Land Rover
to build factory
in China

The world’s premier trade fair for the metalworking industry 
will be showcasing the entire bandwidth of today’s 
most sophisticated metalworking technology, which is 

the heart of every industrial production process. The fair will 
be presenting the latest machines, plus efficient technical 
solutions, product-supportive services, sustainability in the 
production process, and much, much more. 

The principal focus of the EMO Hannover is on  
metal-cutting and forming machine tools, production systems, 
high-precision tools, automated material flows, computer 
technology, industrial electronics and accessories. The trade 
visitors to the EMO come from all major sectors of industry, 
such as machinery and plant manufacturers, the automotive 
industry and its component 
suppliers, the aerospace sector, 
precision mechanics and optics, 
shipbuilding, medical technology, 
tool and die manufacture, steel 
and lightweight construction.

The EMO Hannover is 
the world’s most important 
international meeting point for 
production technology specialists 

from all over the planet. In 2011, the fair attracted more than 
2,000 exhibitors, and around 140,000 trade visitors from more 
than 100 different countries. 

Trade Fair Travel and Metalworking News tour to EMO
Trade Fair Travel, a specialist travel agency for trade fairs 

internationally and in particular Germany, have put together a 
very reasonable tour package to visit this exhibition.

The tour includes return airfare Johannesburg/Hannover, 
airport taxes, airport/hotel transfer, accommodation, full 
breakfast daily and medical and travel insurance.

For a booking form contact Trade Fair Travel on  
TEL: 031 916 1414, Fax: 031 916 5674, or email  

peter@tradefairtravel.co.za or 
visit www.tradefairtours.com  

Trade Fair Travel is also able 
to offer you individual packages, 
tailored to your requirements. 
For more information contact 
Peter Stephenson on the 
numbers above. Booking  
forms can also be downloaded 
from the website.

EMO Hannover 2013 –  
the world’s premier trade fair for the

metalworking sector
From 16 to 21 September 2013, international manufacturers of production technology

will be spotlighting  “Intelligence in Production” at the EMO Hannover 2013. 
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PROducT   REVIEW

Today’s machine offerings are helping to dispel the belief 
that fabricators want these machines only for thin-gauge 
cutting of sheet metal. For example, Messer Cutting 

Systems introduced its own fibre laser cutting machine that can 
make not only vertical cuts, but also beveled cuts for optimal 
weld seam preparations. As a result fabricators aren’t afraid to 
look at fibre lasers as general metal fabricating tools.

With the modern fibre laser technology, extremely powerful 
drives, large working areas and 
a multifaceted bevel head, the 
new PowerBlade is equipped for 
a wide range of applications, 
that up until now were either not 
possible or at best, ran much 
more slowly.

With working widths of over  
4 metres and track lengths of  
40 metres and more, this 
machine is predestined for jobs 
that require a large plate size. 
In addition to vertical cuts, the 
widest range of bevel cuts can be 
combined in one part, for example 
to produce optimum weld seam 
preparations – and all that in one operation. The laser is 
characterised by high efficiency as well as a robust and long 
lasting construction. The laser beam is carried in the energy 
chain through a glass fibre. So the high beam quality, and with 
it the cut, results are consistent over the entire working area. 
No adjustment and no beam path purging is needed right 
the way up to the cross carriage. At the same time, the laser 
resonator does not have any negative effect on the machine 
dynamics, as it is installed statically beside the machine.

Guided by the Global control, the PowerBlade is thus 
extremely user friendly and economical. The Messer Global 
Controlplus is the newest touch-screen based CNC control that 
the company has developed.

Key features include
● Positioning speed:  

 100 m/min per axis
● Positioning accuracy:  

 +/- 0,1 mm
● Central control console  

 with process observation
● Patented magnetic   

 collision protection to  
 protect the cutting head

● Bevel cutting (option)  
 up to 45°

● Working widths of over  
 4 m and table lengths  

  of more then 40 m
● High component accuracy thanks to linear guides  

 for longitudinal and transverse motion
● Acceleration up to 0.7 g
● Weld preparation / bevel cutting
● Infinitely rotating bevel unit
● Highest force deployment during  

 acceleration
● Technology database
● Macro nesting

For further details contact Messer Eutectic SA  
on TEL: 011 708 4444   

Bevel cutting with the fibre laser – 
the new Messer PowerBlade
Recordbreaking speed and workspace with Messer  
Cutting Systems’ new cutting machine.
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Today’s market demands in milling applications are 
trending toward machine tool centers designed 
for flexible component machining. At the same 

time, machining allowances are getting smaller with 
advanced and more accurate casting/forging technology, 
making the Hexa 2 Mill 05 (mini) line an ideal choice 
for achieving lowest machining costs. Today the Hexa 2 
Mill 05 (mini) line is not only popular for steel and cast iron 
milling but also for difficult-to-cut materials like stainless steel 
and high temperature alloys that are increasingly being used for 
components like turbochargers and manifolds.

TaeguTec is adding two chipformers to the Hexa 2 Mill 
family - the HNCX 050410-L and the HNCX 050410-MP.

The “L” chipformer insert, with sharp and positive cutting 
edges for light milling and low cutting force, is designed for  
difficult-to-cut materials such as low carbon steel, stainless  

 
 
 

steel, mild steel as well as cast iron.
The new “MP” chipformer insert, with a helical right 

hand cutting edge geometry for reducing cutting load, is 
designed for maximum depth of cut up to 5mm on steel 

and cast iron where machining with unstable fixtures 
involves complex components and machine tool centers.

End of year celebration       
In November 2012 TaeguTec South Africa held its  

traditional ‘End of Year’ get together for clients, suppliers and 
friends. Featured is a selection of the over 300 attendees.

For further details contact TaeguTec SA on  
TEL: 011 362 1500

Willem Oberholzer of TaeguTec 
South Africa, Rassie of Metso Minerals, 

Albertus Kriel of Nomad Trading and in the 
front Adel Du Toit and Bianca Webb, 

both from TaeguTec South Africa

Chris Potgieter of TaeguTec 
South Africa with Danie Koch, 

Steven Dyke and Tinus Koch, all of 
KMF Precision Engineering

Byron Kirby-Smith of TaeguTec South Africa, 
Louis Otto of Tente Castors, Philip Maudsley of C & E Bearing

Engineering Supplies and Eddie Broxham of Tente Castors

Gawie Espag, Henry Fryer and Charlie Fryer, 
all from Pretoria Metal Pressings with Ben Burger of TaeguTec 

South Africa second from right

Standing left to right Elize Brits, 
Lennard Brits, Maryke Ferreira, Kevin Barnard, 

Owen Eales and Warren Keys with, sitting, 
Pieter Ferreira and Gareth Brandt, 

all from Actom

Pieter Swart, Paul Delport, Gerhard de Klerk and 
Francois du Toit, all of PSJ Engineering with the ladies from TaeguTec 

South Africa, Amanda van Schalkwyk and Annetjie Potgieter

Des and Colleen Ackermann of Man Turbo, 
Helga Erasmus and Nathan Govender, both of TaeguTec South Africa 

and Charles Swart of Man Turbo

New chipformer insert expansion –
TaeguTec’s Hexa 2 Mill
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SigmaTEK Systems, LLC, one of the world’s leading  
CAD/CAM nesting authorities, has announced the 
upcoming release of SigmaNEST® Version 10.   

Powered the industry’s most advanced nesting engine  
this latest release represents a leap in material optimization 
and fabrication process efficiency. SigmaNEST® 10 employs 
sophisticated heuristics and advanced algorithms to optimize 
part yield, maximise material usage, accelerate machine cycle 
time and produce the highest quality parts. 

What’s new?
SigmaTEK President & CEO, Ben TerreBlanche comments: 

“An example of what makes version 10 special is improved 
cutterpath planning that reduces machine cutting cycle time 

and consumable wear extending tool life. New functionality 
also includes BHQ™ (Bolt Hole Quality) technology. Specially 
designed for plasma cutting machines, BHQ improves edge 
quality by addressing material melting issues inherent to 
plasma cutting. By tightly controlling this cutting process  
BHQ produces the best hole quality eliminating clean-up  
or rework.” 

SigmaNEST® Product Manager, James Lindsey adds:  
“While 3D CAD model import is certainly nothing new to 
SigmaNEST® this latest release boasts enhanced functionality  
in that area as well as the ability tap into engineering data.  
We don’t impose a workload on the engineering department  
to save work as an IGES, STEP, DXF or any other neutral  
file format before being handed off to manufacturing. 
Companies select SigmaNEST® not only for its superior 
functionality but also because of its ability to drive multiple 
cutting, punching and bending machines and import data 
directly from a number of popular CAD/CAM systems.”      

Other SigmaNEST® version 10 enhancements include: 
● Tight integration with MRP and other manufacturing  

 and business systems to catalogue material   
 remnants for future job runs

● SolidWorks® Enterprise PDM integration
● Shop floor control with Color Offload™ and  

 Load Manager™

For further details contact Mecad Systems on  
TEL: 086 111 2236

New nesting engine delivers breakthrough levels of material savings 
and manufacturing process efficiency.

SigmaTEK unveils SigmaNEST® version 10

Hardinge, a leading international provider of advanced 
metal-cutting solutions has announced the release of 
four new turning centers - the GS 42MS, GS 51MS,  

GS 150MS and GS 200MS.  These small-frame machines are 
ideally suited for small-to-medium size workpieces and offer 
expanded levels of functionality to address complex parts, 
resulting in increased throughput and reduced cycle time in a 
single setup.

Both the GS 42MS and GS 51MS machines feature  
collet-ready main spindles, while the GS 150MS and the  
GS 200MS models are chuck machines and are supplied  
with 3-Jaw chucks.  

The GS 42MS and 150 MS are equipped with an A2-5”, 
6,000 RPM main spindle, while the GS 51MS and GS 200MS 
offer a larger A2-6”, 5,000 RPM main spindle. Sub spindles, 
live tooling, C-Axis and Fanuc 0i-TD controls are standard on all 
models.

Options include parts catcher, part probe, tool probe,  
chip conveyor, servo or hydraulic tailstock to name a few.

 
“The all-new GS machines offer Hardinge quality and 
performance to users who need enhanced functionality at an 
excellent price,” states Andy McNamara, Director of Sales and 
Marketing North America. “Like all Hardinge turning centers, 
these GS machines reflect Hardinge’s commitment to quality 
and performance without compromise.”

For further details contact F&H Machine Tools on  
TEL: 011 397 4050

Hardinge releases new
CNC turning centers
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In these ever changing times, a single solution 
is not always sufficient and engineers are 
repeatedly looking at different ways to 

improve products. Utilising a synergy 
of different coating technologies 
and a matching carbide substrate 
was the answer when developing 
the latest high performance  
P20 turning grade, MC6025.

“2 in 1 technology” combines 2 
types of CVD coatings that can deliver 
a machining performance to fully satisfy modern production 
requirements. The ultra smooth top layer, a CVD nano-texture 
coating consists of TiCN which has been made finer and more 
uniform by the use of a process called crystal growth control 
technology. Additionally, this technology also allows a much 
more uniform Al2O3 layer that provides the important higher 
wear and fracture resistance, thus ensuring extended tool life 
at the high speeds required for a P20 grade.

The side faces have a “Black super-even coating”.  
This is also extremely smooth and stabilises wear development 
during machining due to reduced friction and helps achieve 
higher dimensional accuracy of the finished component. 
Furthermore, the reduced friction prevents abnormal damage 
such as weld chipping and allows stable machining over 
prolonged periods.

The carbide substrate has also been developed to 

work in tandem with the coating layers to provide the best 
combination. The substrate has an ideal internal composition 
and distribution of hardness and toughness that offers extreme 
plastic deformation resistance nearer the surface but also 
provides the overall toughness required in the core to prevent 
insert breakage under heavy loads.

The existing easy to identify, user-friendly Mitsubishi 
chipbreaker geometries, LP for light cutting and 
MP for medium cutting now have a new addition, 
the RP breaker for rough cutting. This new RP 
breaker is ideal for heavier cutting and features 
a high fracture resistance edge and a sloped 
cutting face to reduce chip clogging.

Completing the synergy 
The combination of carbide substrate  

and specially designed coating layers, with an 
optimum choice of chipbreakers allows  
MC6025 to be chosen as a first P20 
recommendation for high speed productivity up 
to 300 m/min on mild, carbon and alloy steels.

MC6025 is available in a wide range  
of negative geometries from CNMG through  
to WNMG types and the series also includes  
5º, 7º and 11º positive rake geometries.

For further details contact Multitrade 
Distributors on TEL: 011 453 8034

MC6025 latest technology for high 
perfomance P20 turning – Mitsubishi

Doosan’s new Lynx 220LMSA offers convenience and 
performance features typically found only in turning 
centers costing much more. With plenty of speed and 

power, the Lynx enables heavy cuts in tough-to-machine 
materials, speed to achieve mirror finishes, and rigidity to 
hold the tightest specifications. Now with a longer bed it can 
machine parts up to 240mm diameter by 510mm long, and 
with live tooling, and a sub-spindle, the LYNX 220LMSA takes 
on complex geometries, and finishes them fast.

Power has long been the trademark of a Doosan machine, 
and the Lynx 220LMSA is no exception. Its 14,9 kW AC spindle 
motor accelerates quickly, achieving its maximum torque in just 
seconds. A gear-less configuration requires no maintenance, 
and eliminates vibration for a higher surface finish, superior 
precision, and longer tool life. The spindle motor is perfectly 
aligned with the headstock, and controls both the spindle in 
2-axis mode, and full contouring C-axis in the 3-axis mode.

The one-piece bed is strategically ribbed to maximize 
rigidity, while its fine-grain Meehanite composition absorbs 
vibration and helps dissipate heat. A 30° slant angle maintains 
a short and constant distance from tool tip to guideway, 
eliminating deformation under heavy loads. The angle offers 
easy accessibility to the chuck, turret and spindle, and also 
provides a more efficient flow of chips and coolant to the chip bin.

High precision, linear motion guideways are widely spaced 

for superior 
stability, and 
enable rapid 
traverses 
of 30 mpm on the X-axis and 36 mpm on the Z. A four-row, 
circular-arc configuration supports the same load capacity in 
all directions. High precision ball screws are centered between 
the guideways and directly mounted to the AC servo motors, 
eliminating backlash from intermediate gears or belts.  
A torque limiter clutch senses abnormal loads and immediately 
reverses the servo motor and stops the axis movement. 
Repeatability along the X-axis is +/-0.02 and +/-0.03mm  
along the Z.

The 24 position turret accepts live, BMT 45P tooling at 
each of its 12 stations. A 3.7 kW rotating tool spindle motor 
generates speeds up to 6,000 rpm. The tool selection system 
is bi-directional, and indexes station-to-station in 0.15 seconds. 
Turret index repeatability is +/-0.0005 degree.

Automatic forced lubrication, with a 100 hour lubricant 
reservoir, is delivered to all guideways and ball screws through 
non-clogging, maintenance-free pistons. A 0.9 kW centrifugal 
pump delivers coolant through the turret to ball nozzles at each 
turret station.

For further details contact Puma Machine Tools on  
TEL: 011 976 8600

New Lynx 220LMSA 
turning center
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With the launch of the rugged new Widia M200™ series, 
customers get multipurpose milling in a single tooling 
solution.  The latest addition to the WIDIA Victory™ 

tooling line, this new entry from Widia sets the standard for 
performance and productivity, outperforming competing lines in 
roughing and semi-finishing applications, from die and mold to 
energy and aerospace. 

The M200 Series’ interchangeable double-sided inserts 
(IC12mm) are capable of running in multiple types of milling 
operations and workpiece materials. This series of milling 
inserts is available in three distinctive geometries specifically 
designed for multiple milling tasks: ML for stainless steel 
and high-temperature alloys; MM for general purpose milling, 
including steel; and MH for heavy applications such as  
cast iron and high-strength steels. With 12 cutting edges,  
the M200 series offers a competitive cost per edge in a  
high-performance product. 

Available in milling grades WK15PM, WP25PM, WU35PM, 
WP35CM, the innovative M200 series is designed to work 

effectively at high speeds and is engineered to deliver longer 
tool life in finishing to heavy roughing operations. Additionally, 
WIDIA included an anti-rotation feature in this new platform to 
enhance insert stability and safety during operation. 

Tool bodies for the M200 series also come in a variety 
of internally cooled styles, including screw-on, Weldon®, 
cylindrical, and shell mill.  Each body style is designed with an 
easy-to-use anti-rotation feature, providing excellent stability at 
high feed rates and cutting forces. Each of the tool bodies also 
has ample clearance to allow pocketing, profiling, and 5-axis 
machining applications. 

For further information contact Kennametal South Africa  
on TEL: 011 397 3540

An impressive show cell at last year’s EuroBLECH  
booth illustrated Yaskawa’s current options for robot  
arc welding. Seven Motoman robots were coupled  

with a single shared control unit as an integrated multi-robot 
solution.

The advantage of the presented multi-robot solution 
enables synchronous operation or parallel motion of robots 
and positioners, without the need for major programming. 
Welding and handling processes are carried out in a single 
step. Additional fixtures are greatly reduced and the highly 
flexible system guarantees maximum process reliability.

All six Yaskawa welding robot models were represented, 
including the high-speed Yaskawa Motoman VA1400 welding 
robots. This model is the world’s 
first industrial robot in the 
arc welding sector with seven 
controlled axes. Due to its 
streamlined design, the flexible 
7-axis robot exhibits a high 
degree of mobility, even in the 
most confined workspaces. At the 
same time the robot density in 
the manufacturing cells can be 
significantly increased.

A 15-axis dual-arm Yaskawa 
SDA20D robot is exemplary for 
the potential of multifunctional 
humanoid robots for many 

sheet metal processing applications. The two-arm technology, 
introduced to the market by Yaskawa in 2005, is available in 
three load ranges: 5kg, 10kg and 20kg per arm.

Drive technology solutions by Yaskawa included the A1000 
frequency inverter, which is now also available with software 
especially for winding applications. Winding and unwinding 
goods – for example fabrics, packaging films, sheet metal 
or wire – places exacting demands on the control and drive 
technology used. That is why it is so important for different 
parameters such as speed, reel diameter and tension to be 
perfectly coordinated. The features of the new software are 
precisely geared to these complex requirements. 

Furthermore, Yaskawa has expanded its Sigma-5 series 
of servo systems. The new 
Sigma-5 large capacity versions 
were conceived for applications 
in which heavy loads must 
be accelerated, moved and 
positioned with a high degree 
of precision. They offer drive 
powers ranging from 22 to  
55 kW and are distinguished  
by their small size, requiring  
30% less space than earlier 
solutions.

For further details contact 
Yaskawa Motoman on  
TEL: 011 608 3182

New M200 milling series from Widia offers 
high performance and productivity 
for multiple applications 

Seven in one sweep: Synchronous 
welding “Made by Yaskawa Motoman”





Kennametal has introduced a new line of innovative, 
expandable, high-performance reamers that increase tool 
life by up to 300% and significantly reduce downtime. 

RMB-E™ monobloc and RHM-E™ modular reamers are  
one-of-a-kind, accurate, and easy-to-use expansion tools. 

Both RMB-E and RHM-E expandable reamers operate with 
a rotation wrench that offers a predictable linear expansion 
of 2µ for every 30° turned. This means that no adjustment 
measurements are required and the tool does not need to 
be removed from the machine during the expansion process. 
The simple adjustment process also requires less training and 
eliminates manual calibration, making it easier to expand tool 
sizes and dramatically reduces downtime.  

These expansion platforms are capable of a large expansion 
range of up to three times IT6 tolerance class, increasing tool 
life by up to 300%. The elastic expansion within the steel body, 
along with its proprietary, failsafe runstop design after two 
complete revolutions, ensures the tool is not damaged. This 
expansion system also allows the user to reverse any expansion 
in case the tool has been expanded too much or if a smaller 

expansion is 
needed. 

The RMB-E and 
RHM-E platforms are both offered with internal 
through coolant capabilities and are available 
in two geometries: straight fluted for machining 
blind holes and helical fluted for through holes. 
Kennametal is offering these products in two 
different grades. KC6305™ is for multipurpose 
applications, and KC6005™ is engineered 
especially for cast iron. Further cutting, such as 
cermets, PCD, or CBN materials, will be available 
as custom solutions. All of these grades provide 
superior wear resistance and outstanding 
frictional properties for longer tool life and good 
surface quality. RHM-E reamers are available in 
diameters ranging from 14–42mm, while RMB-E 
diameters range from 14–20mm. 

For further information contact Kennametal 
South Africa on TEL: 011 397 3540
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Innovative RMB-E and RHM-E expandable 
reamers increase tool life by
up to 300% - Kennametal



The TMV-1050Q-II ultra-high performance, heavy duty 
vertical machining center from Tongtai Machine & Tool 
Co., Ltd. is well suited for both high-volume machining 

applications as well as mould/die work. The machine combines 
speed, rigidity and precision as it features a 15,000 RPM 
direct-drive spindle, 47 m/min rapids on all 3 axes, as well  
as oversized servo motors and ballscrews. 

Generous work volume results from X-Y-Z travels of  
1032 x 590 x 520 mm respectively, and a  
1082 x 590 mm work table. Constructed with heavy  
Meehanite FC-30 castings that provide the strength and 
vibration dampening characteristics necessary for excellent 
surface finishes and long cutting tool life, the machine  
features NSK linear ways on all axis with large diameter  
40 mm pre-tensioned ballscrews. High rigidity enables  
cutting feed rates from 0.01 to 944 IPM, positioning accuracy 
of +/- 0.05 mm, and repeatability of +/- 0.0025 mm.

The standard high-performance 15 000 RPM, 15HP high 
torque direct-drive spindle is oil cooled for thermal stability. 
Electronic high/low switchgear provides a range of power and 
torque. The 70mm spindle shaft has 6 bearings to maximise 
stiffness and cutting stability. The machine is equipped for 
high pressure through-spindle coolant, and optional 300 PSI 

or 1000 PSI coolant pumps can be added to further enhance 
productivity.

A standard 30-tool high-speed synchronous-arm-type 
automatic tool changer provides 2 second tool changes for 
maximum productivity. Standard twin screw-type chip conveyors 
discharge at the rear of the machine to minimize cleaning time. 
A standard caterpillar lift-up style chip 
conveyor carries chips to a hopper.

A Fanuc 31iM-B control 
is standard, and its full 
conversational Manual 
Guide i shop floor 
programming system 
facilitates ease of 
use. An optional high 
speed machining 
package permits high 
speed point-to-point 
machining capability.

For further details 
contact PBS  
Machine Tools on  
TEL: 011 914 3360

Tongtai TMV-1050Q-II ultra-high
performance vertical machining center 
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The IDP+ machine is a revolutionary combination of 
two technologies established in the field of the steel 
construction industry, thermal cutting and drilling, which 

allow it to perform both operations in a single machine.
Danobat has just released their brand new IDP+ drilling 

and oxy cutting combination machine made for processing 
structural steel. This machine was exhibited for the first time at 
the EuroBLECH. Danobat says this type of machine is the only 
one available in the market. 

The head of the machine houses both the drilling head  
and oxy cutting head on an indexable turret style setup. The  
IDP+ comes with a large 8-station tool changer and when the 
oxy head needs to be ignited there is an ignition area where 
this is done automatically. The IDP+ has a small footprint, 
which is great for the workshop that needs a compact machine 
with a large scope of abilities to process structural steel.

The IDP+ also comes standard with a 6 metre infeed and 
outfeed system with the outfeed fitted with a gripper type 

automatic infeed arm. Options are available that can make this 
machine fully automatic from infeed to outfeed, so minimal 
operator input is required. 

The machine is capable of drilling, tapping, counter sinking, 
as well as cutting scarf joints, bevels and castellations by 
thermal cutting in a single working cycle. The solution will 

allow companies to be more 
efficient, maximise the working 
area, as well as reduce material 
manipulation time. It will also 
improve the quality of the final 
product and reduce delivery 
time by eliminating intermediate 
stages, according to the company.

For further details contact 
the local agents Talmac Machine 
tools on TEL: 011 827 6539

Combining high temperature wear resistance with 
superior toughness, the new Tiger•tec® Silver coating 
delivers longer tool life and greater process reliability in 

demanding drilling applications. 
Walter has announced that Tiger•tec® Silver, its high 

performance aluminium oxide coating that has been boosting 
the productivity of its milling and turning inserts, is 
now available for its Xtra•tec® Insert Drills as well. 
The addition of Tiger•tec Silver to the drills 
has been able to boost productivity, increase 
process reliability, and lower tooling costs.

The new coating combines high temperature 
wear resistance and superior toughness. This 
combination is desirable in any application but 
particularly in drilling. In drilling, the cutting edges must 
be able to withstand relatively high cutting speeds and 
forces at the outer edge, but these speeds and forces 
diminish as one approaches the center of the drill.

In order to cope successfully and economically with such 

disparate and therefore difficult machining conditions,  
a cutting tool material that couples high temperature wear 
resistance with excellent toughness is required.

Tiger•tec Silver’s heat resistant feature promotes higher 
productivity by allowing higher speeds, while its toughness 
promotes higher process reliability, both helping to lengthen 
tool life and reduce tooling costs. 

The new coating is available with several insert materials. 
For example, the cutting materials WKP25S and WKP35S 
are suitable for all cast iron and steel materials. If extreme 
toughness at the drill center is required, as is often the 
case when machining ISO-P, ISO-M or ISO-S materials, 

Walter has a PVD coated center indexable insert 
made of the cutting tool material WXP40 as an 

alternative. This cutting material is designed for 
maximum toughness and guarantees optimum 

process reliability.
For further details contact Spectra Carbide  

on TEL: 041 403 1525

Walter optimises drilling performance
and economy, adding Tiger•tec® Silver to 
its Xtra•tec® indexable insert drills lineup

Danobat’s IDP+ drilling and oxy cutting 
combination machine
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Hyundai WIA has introduced a new LV1400 ram-type 
CNC vertical turning center, which is ideal for turning 
and boring very large, heavy parts for the energy, power 

generation, construction and off-road vehicle industries. The 
C-axis rotating 37 kilowatt table is capable of 500 rpm and can 
support a load of more than 5 900 kilograms. The rigid, stable 
platform is designed for heavy-duty cutting, and a single piece, 
square-type column offers ultimate stability.

Bed structure
The bed, column and saddle of Hyundai WIA’s LV1400  

are designed using finite element analysis (FEA) to ensure 
powerful cutting and agility and are composed of meehanite 
cast iron to minimize deformation when performing  
heavy-duty cuts. The rigid 1 250 mm diameter table is 
designed to absorb vibration for stable machining. In order  
to eliminate thermal growth during machining, all axes are 
driven by high precision double-nut ballscrews. The double 
pretension design provides outstanding positioning and 
repeatability with virtually no thermal growth. All ballscrews  
are connected directly to the servo drive motors without  
gears or belts, eliminating backlash. Rapid high-speed axis 
movement is achieved by the use of linear motion guide ways 
in all axes. This reduces non-cutting time and decreases 
machining time for greater productivity. Rapid traverse of the 
ram head: 12 m/min (X- and Z- axes).

Capacity
Maximum 

cutting diameter 
is 1400 mm,  
the swing is  
1450 mm and the 
cutting length  
800 mm. The 
minimum boring 
diameter is 285 mm 
and the turning height is  
850 mm. The chuck size is 40” (50” optional).

Ram head
The LV1400 ram-type vertical turning center is superior 

over traditional turret-type VTLs, especially in handling very 
large parts with clearance issues. X-axis travel is - 50 to  
1100 mm, Z-axis 800 mm with a feed rate of X and Z-axes of 
1 to 8 m/min.  Rapids, X- and Z-axes are 12 m/min., the ram 
size is 200 x 200 mm and the tool shank size 33 x 33 mm. 
Tool clamping is achieved via curvic coupling and hydraulic 
motor. A 12-tool automatic tool changer (ATC) is standard and it 
is equipped with a Fanuc 21i-TB Series CNC control featuring a 
10.4” colour LCD with manual guide i. 

For more information contact Edwin Roth (Pty) Ltd on  
TEL: 011 970 1930

Afrox has entered into a 
partnership with Grinding 
Techniques, a Chamdor-

based abrasives company, 
that will see the distribution 
of Superflex cutting and angle 

grinding wheels, Sandflex flap 
discs for portable grinders and 

Superflex Slimline ultra-thin cutting 
wheels through selected Afrox  

Gas & Gear retail outlets countrywide. 
The Grinding Techniques products complement Afrox’s 

existing range of abrasives and find application from DIY 
enthusiasts to industrial fabricators, as well as mining and 
construction operations.

“Grinding Techniques is one of Africa’s largest independent 
manufacturers, marketing industrial quality South African 
brands at competitive prices. We’re proud to endorse their 
products alongside the Afrox brand,” says Ferdie Pretorius,  
Afrox Product Manager: Safety Equipment & Accessories.  
“The decision to partner with the company is based on tests 
we’ve undertaken in the most extreme environments on these 
three product ranges, which proved that on average they 
perform on a higher level than competitive products. These 
abrasives also conform to OSA and ISO 9001 standards.

“We’re particularly excited about the Superflex Slimline 

ultra-thin cutting wheels, which is a new product type in the 
Afrox abrasives range. These ultra-thin cutting wheels have been 
developed for a broad range of applications, including stainless 
steels, special alloy steels, cast iron, composite materials and 
mild steel. They allow for fast and efficient cutting and reduce 
ware and tare on a portable angle grinder. 

Superflex cutting wheels are ideal for cutting stone, steel 
and stainless steel with portable and stationary machines, and 
for angle grinders working on these materials. 

Sandflex flap discs are designed for use on portable 
grinders and are increasingly popular as an alternative to 
abrasive fibre discs. They complement the use of depressed 
centre grinding wheels, and are the preferred option on light 
gauge sheet metal or stainless steel, where finish is important. 
Operating at 80m/second, these flap discs allow for fast stock 
removal and are ideal for rough grinding. In many cases the 
number of working processes is reduced, because both rough 
and intermediate grinding can be done with the same flap disc. 
A contamination free reinforced fibre back support eliminates 
the need for expensive back-up pads, since flap discs bolt 
directly onto the grinder. This also enables the product to be 
used for tight corner grinding and sanding. In addition, the 
lighter pressures required for operation result in increased 
machine life and productivity.

For further details contact Ferdie Pretorius on  
email Ferdie.Pretorius@Afrox.linde.com

New Hyundai WIA ram-type
vertical turning center

Afrox partners with Grinding Techniques 
to introduce abrasives countrywide



High performance multi-tasking is what makes the 
TMX8MY slant-bed lathe with live tooling like no other. 
Not only does the TMX8MY have high performance 

specifications, such as rapids of 950 and 1200 rpm and peak 
spindle motor horsepower of 36, it also includes a bonus Y-axis. 

Additionally, the TMX8MY has digital control, drives and 
motors with absolute encoders on all linear axes, which results 
in a superior surface finish capability. As with all Hurco turning 
centers, the TMX8MY comes with the integrated Hurco control 
powered by WinMax software. No other control gets you from 
print to part faster.

Other features include a programmable tailstock, an index 
position within one degree, a generous through-hole and a 
faster servo turret instead of a hydraulic turret.

Optimum machine performance is 
reliant upon installation conditions at the 
facility, such as power supply, air supply, 
and ambient air conditions. 

During Hurco UK’s recent Open House 
show late last year one of the featured 
machines was the TMX8MY. The machine 
features X, Z, T and W axis movements 
and is the smaller of two models in this 
particular series. Incorporating a 203mm 
chuck and centre distance of 754 mm 

and maximum turning diameter of 336 mm the machine has 
a peak spindle rating of 27.8kw (1min @900rpm) delivering a 
peak torque rating of 241.5Nm (1min @1100rpm).

The Hurco team demonstrated the capabilities of the 
machine when a typical component was machined from solid. 
Programming was done in one hour, at the machine, using the 
Hurco conversational control. The TMX8MY then carried out the 
following operations:

● Turned the ball end form with a supporting shank  
 and AC of the hexagon

● Milled flats to each side of the ball using the Y-axis
● Milled the centre bore in the ball and chamfer using  

 the Y-axis
●    Drilled and tapped the six holes on the PCD using  

the Y-axis
 ● Relief grooved the threaded section
 ● Milled the hexagon section   

 using the Y-axis
 ● Screw cut thread   

 ● And finally parted off

The total machining time was  
an exceptional 13 minutes.

For further details contact Hurco 
South Africa on TEL: 011 849 5600

Hurco’s TMX8MY multi-tasking
slant-bed lathe shows off its mettle
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CoroDrill 460-XM is a multi-application, high-performance 
drill that can be used across a wide range of materials. 
This drill provides high capacity utilization, flexibility  

and versatility. With one drill for all materials, stock holding 
can be reduced and greater machine flexibility is offered 
leading to reduced set-up time.

The CoroDrill 460-XM is made from micro-grained  
carbide for an excellent combination of hardness and 
toughness, resulting in high wear resistance and longer  
tool life. The coating has a special finishing treatment to 
reduce coefficient of friction.  The strong web design  
provides excellent cross-sectional strength that, combined 
with increased flute volume, enhances chip evacuation.  
The point angle of 140º is ideally suited for multi-application 
drilling, with good centering capabilities and low thrust  
force design.

The drill comes in a standard diameter range  
of 3–20 mm (0.118–0.787 inch) in drill lengths;  
2–5 × drill diameter (DIN 6537 K and DIN 6537 L). 
Achievable hole tolerance: IT8–IT9 and is available  
with internal and external coolant.

Drilling & tapping   
calculator app

The Drilling & tapping calculator from 
Sandvik Coromant is designed to support engineers, 
programmers and machinists when working with drilling and 
tapping tools.

This app will help users calculate optimal cut settings 
based on job parameters. It also includes hole size 
calculations for tapping and ISO tolerances for bore and 
shaft.

With the input of production values, it is also possible  
to calculate various costs related to a drilling operation, 
such as the tool cost per component, the insert cost per 
component and the total machining cost per component.

Both machining and cost calculations include an  
option for single input or a compare mode.

The app works with both metric and inch measurements.
For further details contact: 

Sandvik Coromant on TEL: 0860 101 006 or  
Mary-Ann Germishuys on TEL: 011 570 9615 or  
email: mary-ann.germishuys@sandvik.com

Sandvik Coromant introduces the new
versatile high performance 
CoroDrill 460-XM
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Five-axis machining is seeing growing use today as a 
means to reduce setups and increase accuracy for  
multi-sided and complex parts. The new UMC-750 

universal machining center from Haas Automation, Inc.,  
is a cost-effective solution for 5-sided and simultaneous 
5-axis machining.

The UMC-750 is a versatile 5-axis 40-taper vertical 
machining center with 30" x 22" x 20" travels and an 
integrated dual-axis trunnion table. The machine is  
equipped with an 8100-rpm inline direct-drive spindle,  
and comes standard with a 40+1 tool side-mount tool 
changer. 

The UMC-750’s dual-axis trunnion table can position  
parts to nearly any angle for 5-sided (3+2) machining, or 
provide full simultaneous 5-axis motion for contouring and 
complex machining. The trunnion provides +35 and  
-110 degrees of tilt and 360 degrees of rotation for  
excellent tool clearance and large part capacity, and the  
630 x 500 mm table features standard T-slots and a  
precision pilot bore for fixturing versatility.

The machine’s 8100-rpm inline direct-drive spindle is 
powered by a 30-horsepower vector 
drive system. The Haas inline system 
couples the spindle directly to the 
motor to reduce heat, increase power 
transmission, and provide excellent 
surface finishes. For shops wanting 
higher spindle speeds, an optional 
12,000-rpm inline direct-drive spindle 
is available. Both spindles yield 90 ft-lb 
of cutting torque.

A wide selection of high-productivity 
options are available for the  
UMC-750, as well, including a belt-type 
chip conveyor, high-pressure through-
spindle coolant systems, high-speed 

machining control software, the Haas Wireless Intuitive 
Probing System, expanded program memory, and much more.

Next Haas Open Day
Haas Factory Outlet will hold its next open day on  

6 February 2013 at its showroom - 60 Loper Avenue, 
Aeroport, Spartan, Kempton Park, Gauteng – from  

08h00 – 16h00 where 
visitors will be able to see live 
demonstrations of the latest 
Haas CNC machines.

New Haas service vans
Haas Factory Outlet has 

also introduced its second Haas 
service van, which is part of a 
worldwide concept introduced by 
the California, Us based parent 
company Haas Automation Inc.

The Haas service vans each 
equipped with a huge array of 
parts, including motors, screens, 
axis drives and processor 
boards. The vans are fitted with 
computer systems allowing the 
Haas CNC technicians web-
based, real-time job information 
and machine history with a 
direct link to the parts holding 
inventory. The computer 
systems also have access to the 
worldwide dealer forum.

According to the company the 
introduction of the vans ensures 
an even quicker response time 
to clients needs and falls in line 
with their Platinum One-Call 
policy. 

For further details contact 
Haas Factory Outlet on  
TEL: 011 974 2301

Haas UMC-750
machining center for 5-sided
and 5-axis machining
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High performance software is fundamental to 
modern sheet metal processing. BySoft 7 is a 
robust CAD/CAM software package that supports 

both 2D and 3D CAD and provides the user with an 
extensive array of process scheduling and monitoring 
functions. According to Bob St. Aubin, president of 
Bystronic Inc., “BySoft 7 is not simply an update. 
Rather, it is a completely new generation of design and 
manufacturing software generation, with a wide range 
of new functions that offer a host of possibilities. We 
market BySoft 7 with the slogan ‘Make it easy’, and 
users will find that it delivers fully on this promise.”

BySoft 7 incorporates the latest version of 
SolidWorks, one of the industry’s most popular and 
respected 2D and 3D CAD packages. Users can quickly 
and easily design custom parts, and input existing 
drawings and models for editing and processing.

On the CAM side, BySoft 7 introduces a variety of 
innovations that improve and simplify the manufacturing 
process. Operators have the ability to choose either spread 
or compressed nesting. Spread nesting increases the 

distance between nested 
parts for improved process 
reliability, while compressed 
nesting minimizes the 
safety distance to increase 
the number of parts 
per sheet and minimize 
wasted material. Among 
the extensive list of other 
innovative features are 
optimized common cut, 
pre-piercing of selected 
contours, and automatic 
scanning.

BySoft 7 lives up to its 
‘Make it easy’ claim in two 
ways. First, BySoft 7 employs 
a highly intuitively structure 
that enables first-time 

users to begin working with the software quickly and easily. 
Secondly, BySoft 7 simplifies processes within the factory with 
advanced capabilities for nesting parts, creating cutting plans, 
generating bending programs, simulating bending sequences, 
and more. All operations take place automatically, on the 

basis of highly reliable data. Optimal cutting plans and 
bending programs can be generated at the push of a 
button, with the correct cutting technology automatically 
set and the bending process is automatically simulated 
and monitored.

BySoft 7 consists of four modules: Sheet Processing, 
Tube Processing, Bending, and Plant Manager. Plant 
Manager is a unique operational tool that both plans 
and monitors manufacturing processes, including 
all laser and waterjet cutting operations. Moreover, 
Plant Manager compiles all relevant machine and 
production data and makes it continuously available to 
the operator, providing maximum transparency for both 
sheet and tube processing.

For further details contact First Cut on  
TEL: 011 614 1112

New BySoft 7 CAD software 
“makes it easy” to fabricate 



METALWORKING NEWS   v 11. 6   January 2013   99

Probe option for CMMs - Renishaw

Renishaw’s SFP1 probe option for the Revo five-axis 
measurement system enables surface finish inspection 
to be integrated within coordinate measurement routines. 

The single platform metrology system eliminates the need for 
handheld surface measurement devices and transportation  
of parts to a dedicated surface measuring machine.  
The system can automatically switch between dimensional  
and surface-finish measurement, keeping the analysis 
contained to a single report.

 The fully integrated probe features 6.3 to 0.05 Ra 
measurement capability. The five-axis measurement 
system is equipped with two dedicated styli, straight 
and cranked, which are selected via the measurement 
program control using the modular rack system (MRS). 
The probe incorporates a C axis that enables the probe 
tip to be automatically oriented to any angle to suit the 
part, the company says. Using the straight stylus, the 
probe can perform a measurement trace within a  
10 mm diameter bore to a depth of 100 mm.

 The skidded probe is equipped with a 2 µm radius 
diamond stylus tip. It outputs Ra, RMS and raw data 
formats to the metrology application software via 
Renishaw’s UCCServer software, using the I++ DME 
protocol. The raw data can be subsequently presented  
to specialised surface analysis software for more 
detailed reporting.

 Probe calibration is automated under the CMM program.  
A surface finish calibration artifact (SFA) is mounted on the 
MRS rack and is measured using the probe. Software then 
adjusts parameters within the probe in accordance with the 
artifact’s calibrated value.

For further details contact Toolquip & Allied on  
TEL:011 370 2727
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The integrated combination of laser cutting, forming, 
thread cutting and bending capabilities opens up a 
wealth of production benefits for sheet metal working. 

Amada presented its latest machine from this segment, the 
Lasbend AJ, at EuroBLECH 2012.

The Amada Lasbend AJ provides top-quality combination 
technology for the fast production of prototypes as well as for 
the manufacture of individual parts and small runs within a 
self-contained production process. The AJ vertical fiber laser, 
with output of 2,000 Watts and rotary bending unit guarantee 
top precision while simultaneously permitting extremely 
fast machining times. In addition, small, complex specialty 
workpieces that it would be all but impossible to manufacture 
using conventional technologies can be machined accurately 
and reliably thanks to the presence of handling robots.

High-precision production lowers costs
The Lasbend AJ provides an integrated combination of 

laser cutting, forming, thread cutting and bending capabilities. 
During the first step, the fiber laser cuts sub-panels which 
are guided vertically through the machine during subsequent 
processing. The fiber laser also makes it possible to machine 
difficult-to-cut materials such as copper or brass. The 
particularly secure clamping of the workpieces during the 
cutting process forms the basis for high-precision production, 
which in turn results in reduced manufacturing costs. The 

unique 
bending unit 
boasts an innovative 
enhancement: 
During the bending process, the newly installed BI-J angle 
measurement system measures the bending angle and is 
able to adjust bending control if required. This guarantees the 
absolute dimensional accuracy of the manufactured part. The 
bending unit possesses a total of ten controlled axes which 
make it possible to perform even the most complex bending 
operations without the use of a backgauge.

Saving time in production
The suspended subpanels are guided vertically through 

the bending tools which travel to the part and shape it by 
means of rotary movements. The automatic tool changer 
present in the bending module makes it possible to process 
complex workpieces without the need for manual intervention. 
The fact that the bending unit is able to bend several different 
parts from the same sheet brings about considerable time 
savings. The increased bending speed also contributes greatly 
to the economic efficiency of the new combination machine. 
At the same time, the optimized CAM software and AMNC 
control unit ensure ease of operation.

For further details contact Amada (UK) JHB Branch on 
TEL: 011 453 5459

Complex parts manufactured 
quickly and precisely – 
Amada Lasbend AJ



With the CTX beta 4A series the Gildemeister 
Drehmaschinen GmbH presents compact  
high-performance turning centres with TWIN  

concept for demanding 4-axis complete machining of bar, 
shaft and chuck parts.

The Gildemeister Drehmaschinen GmbH unites  
10 years of experience in the application of the  
patented cross stroke of the counter spindle and the 
successful building block concept of the new  
CTX generation in both the CTX beta 800 4A and the  
larger CTX beta 1250 4A. 

Future-orientated features include liquid-cooled  
main and counter spindle, the two DirectDrive  
turrets including Y-axis and the TRIFIX® precision 
tool quick change interface and the patented TWIN 
concept with traversable counter spindle/tailstock 
combination. On top of this, the added performance 
of the easy-to-use Siemens control 840D solutionline 
including ShopTurn 3 G. With a 20 percent larger work 
area the machines are impressive in comparison to 
comparable TWIN machines. 

The CTX beta 4A series unites a number of 
innovative details that taken together add up to a 
unique performance in the field of production turning. 
Perfect examples of this include the DirectDrive 
12-station turrets for sophisticated turning and milling 
operations, the precision tool quick changeover 
system and the counter spindle-tailstock combination 
that can be positioned within a range of 180 mm for 
4-axis machining with support on the main spindle or 
parallel machining on the main and counter spindle. 
The main spindle works optionally with integrated 
spindle motors in ISM 76 or ISM 102 design while 
an ISM 76 spindle is used on the other side. In the 
standard version each of the two spindles offers a speed  
of up to 5,000 rpm with a 360 Nm torque for turning 
operations. Where workpiece dimensions are concerned, 
Gildemeister opens up a wide range of components  
in the field of 4-axis production turning with its  
CTX beta 800 4A and CTX beta 1250 4A: a range that  
reaches up to a turning length of 735 mm in the case  
of the CTX beta A4 and 1 200 mm in the case of its bigger 
sister machine. Both lathes machine chuck-held parts 
measuring up to 340 mm in diameter and 192 mm  
for bar machining.  

The direct way to maximum flexibility and performance
The future-orientated DirectDrive system used for the 

turrets affords each of the powered tools a 34 Nm torque  
and speeds of up to 10,000 rpm. Both DirectDrive turrets  
are equipped with a Y-axis – the top revolver has a field of 
action of ±60 and the bottom turret traverses ±40 in the  
Y direction. Liquid-cooled spindles ensure maximum thermal 
stability during processing and (in combination with the 
direct measuring systems in the X axes) optimum machining 
reliability and precision, while the rapid traverses of up to  
45 m/min keep processing times to a minimum.

Even more productivity with “TRIFIX®”
Even in the standard version both DirectDrive turrets  

are equipped with the TRIFIX® precision tool quick  
change interface in all tool stations. So time-consuming 
adjustments inside the machine are a thing of the past. 
Instead the tools are positioned in the fixture during 
changeover via the TRIFIX® interface leading to an  
80 percent reduction in set up times. TRIFIX® also  
impresses with a repeat accuracy in the micron range  
and a highly stable tool holder. This guarantees maximum 
precision and a secure and reliable process even where 
difficult component materials are concerned. 

High-end control technology with unique benefits
Thanks to ShopTurn 3 G the Siemens 840D solutionline 

offers far more when it comes to programming than  
just the basic machining processes such as contour  
turning, recessing and recess turning or mould, path  
and thread milling. Particular mention in this context  
must be given to the 2-channel programming of the top  
and bottom turrets for 2-sided machining or up to  
4-axis milling with both turrets on the main or counter  
spindle.

For further details contact Retecon Machine Tools  
on TEL: 011 976 8600

DMG CTX beta 4A -
The new dimension in production turning 
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Significantly higher throughput for profile machining and 
capacity for not only carbide drilling but also milling 
are key features of Vernet Behringer’s new HD-X 1218. 

A CNC portal drilling line, the new HD-X features 3 drilling 
spindles, each extended with its own X axis and a traversing 
path of 500 mm. The innovative X axis permits a girder to be 
completely finish drilled over a length of 500 mm without the 
need to re-clamp the material for each drilling operation. 

Quite apart from stepping up the machining speed, this 
facility offers significant accuracy benefits, as it eliminates 
precision issues caused by shifts during positioning. If the 
material is not re-clamped, the machine achieves tolerances 
of just ± 0.1 mm over a length of 500 mm. All the axes are 
positioned by ball screws with servo drive. 

Another benefit of the new line is its facility to mill oblong 
holes and contours, saving the need for any additional 
downstream work steps. A “V-Scoring” facility allows symbols 
beyond the customary alphanumerical combinations to be 

carved into the material, providing more precise allocation of 
girder positions on the building site. 

Drilling and tool changes without loss of time 
The drilling line with attached mitre bandsaw is generally 

suitable for drilling, thread tapping and punch marking of 
girders and profiles. Its sturdy structure permits precision 
movements at high feed rates and working speeds. It is 
capable of completing linear movements at up to 20 metres 
per minute. Each drilling unit features an automatic tool 
changer for five tools whose selection is managed by the 
control system. With its high-grade 12 kW drive systems and 
between 200 and 3500 revolutions per minute ensuring 
adequate spindle drive output and speed, the Vernet 
Behringer line is ideally suited for the use of carbide drills. 
The drilling machine has a clamping width of 1200 mm, while 

the regular drilling diameter is between 8 and 40 mm.

Clean cut eliminates the need for finishing work
The connected mitre bandsaw HBP510-1208G is 

specifically designed for integration into the drilling line. 
Boasting a cutting range of 1200 x 510 mm and a bilateral 
mitre of 30° on both left and right, this is a machine ideally 
equipped to address the demands of steel construction firms 
and the steel trade. It ensures precision cuts and a significant 
increase in plant throughput.

The mitre bandsaw is constructed on the basis of 
a robust, torsion-resistant gantry design. Blade guiding 
elements made of vibration-damping grey cast iron impact 
positively on tool service life. The incline of the saw frame 
reduces the maximum engagement length of the saw blade 
and is specifically designed to ensure perfect cutting results 
in large-scale girders or square hollow profiles.

The generously dimensioned saw drive system with its 
13.2 kW drive output and optional servo 
feed with AFC (Auto Feed Control) ensure an 
extremely high cutting performance. Used 
in conjunction with a sensitive cutting force 
control system, feed and cutting speed are 
adjusted in line with the engagement length of 
the saw blade in the material. This guarantees 
high cutting output levels as a result of 
constant chip removal and an optimum tool 
service life. It is also suitable for the use of 
carbide sawblades.  

Carefully planned material handling saves 
time and money

To ensure reliable handling of heavy-duty 
profiles, roller conveyors and transport devices 
can be attached on the infeed and discharge 
side. At the infeed, a servo driven feeding 
carriage controls the infeed of materials into 
the machine. The feeding carriage is equipped 
with a material gripper and sensor for material 
identification, which ensures reliable clamping 

and transportation of the girders. The gripper measuring 
system from Vernet-Behringer works with practically no 
residual length, and is capable of passing girders through the 
drilling line and positioning them for cutting on the connected 
mitre bandsaw. The gripper is capable of being rotated by 90° 
to allow profiles to be flexibly accommodated at the flange or 
web. During return travel of the feed carriage, the gripper is 
lifted hydraulically to allow the next profile to be loaded onto 
the infeed roller conveyor with the cross conveyor while the 
machining process is still ongoing. This increases the line’s 
throughput. The cross conveyor also permits transportation of 
profiles in both directions. The lifting and lowering action of 
the cams means that the material can be deposited on both 
sides of the roller conveyor. 

For further details contact Elquip Solutions on  
TEL: 011 826 7117

Drilling and milling in a single unit – 
the innovative Vernet Behringer 

HD-X saw-drill line with additional X axis





Hypertherm demonstrated several 
new enhanced capabilities for its 
HyPerformance HPRXD product line, 

giving end users more options and flexibility 
for multiple cutting applications. And, an 
entirely new mechanized and handheld 
plasma cutting and gouging system will 
make its global debut. 

In addition, Hypertherm showcased its 
advanced technologies Rapid PartTM and 
True HoleTM that are part of Hypertherm’s 
Integrated Plasma Cutting Solutions 
platform – a combination of hardware 
and CAM nesting software providing 
revolutionary performance. With Rapid Part 
technology, Hypertherm products integrate 
seamlessly to significantly increase 
productivity, without operator intervention. 
Motion optimisation techniques are 
programmed into the part program and are 
automatically executed by the computer numerical control 
(CNC). True Hole cutting technology for mild steel produces 
significantly better hole quality than what has been previously 
possible using plasma – also delivered automatically without 
operator intervention.

The two new HyIntensityTM Fiber Laser systems - the  
2.0 kW and the 1.0 kW – were launched at the show. These 
additional systems join the 1.5 kW power source which 

was unveiled in 2010 as the first fully-integrated fiber laser 
system designed specifically for cutting applications, including 
marking and fine-feature cutting. Unlike products from other 
fiber laser manufacturers, Hypertherm’s system includes the 
power source, cutting head, gas supply, operator interface 
consoles, motion controls, and software. 

The Powermax® family is completed with the introduction 
of the new Powermax105®, the most powerful Powermax 

system. The 105-amp air plasma system for handheld and 
automated cutting and gouging, seen for the first time, is 
designed to comfortably cut 32 mm thick metals and sever 
metal up to 50 mm thick. Based on the same technology 
platform of the highly successful Powermax65® and 
Powermax85®, the Powermax105 is the culmination of four 
years of research, engineering and testing that sought to 
design the toughest, most versatile system in its class.

Updates to ProNest 2012 software
In addition Hypertherm have recently announced 

significant enhancements to the ProNest 2012 software, 
including OneClick, Data Sync and bevel support. OneClick  
is a powerful production module that automates various 
tasks in a job. The user sets up actions required completing 
a job just once and OneClick does the rest, with limited 
intervention.

ProNest Version 10.1 also includes Data Sync,  
a new module which allows customers to add and update 
plates from their Material Requirements Planning  
(MRP) / Enterprise Resource Planning (ERP) system to 
ProNest’s Plate Inventory. Data Sync will routinely synchronize 
your MRP/ERP plates with ProNest’s Plate Inventory. So,  
as soon as a new plate is entered into the MRP/ERP system, 
the plate will be available for use in ProNest. Data Sync  
even ensures that changes to existing MRP/ERP plates  
are quickly carried over to ProNest inventory plates,  
enabling customers to always use the most up-to-date  
plate information.

For further details contact Yvette Leeflang on  
TEL: +31(0) 165 596932 or email  
yvette.leeflang@hypertherm.com or visit  
www.hypertherm.com

Hypertherm showcases new
metal cutting systems and latest developments 

in cutting technologies at EuroBLECH 2012

Hypertherm products integrate seamlessly to significantly increase
productivity, without operator intervention
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