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It has been widely reported that the motor 
industry strikes have cost BMW SA the  
contract to build a new car at its Rosslyn 

assembly plant near Pretoria. The car maker 
has been building the 3-Series sedan there for 
years and, according to the company, for  
the past four years BMW SA has been  
negotiating with its German parent to  
become the sole global producer of a  
soon-to-be-announced new product.

In newspaper reports National Union of 
Metalworkers of SA (Numsa) spokesman  
Castro Ngobese said workers wanted a double 
digit wage increase and changes to conditions 
of employment, such as the banning of labour 
brokers, establishment of a short-time workers' 

fund, and a transport allowance. He said the strike would continue until a 
deal was agreed on.

Once the announcement by BMW SA was made Numsa dismissed the 
move as brinkmanship, and said the German car maker must seek the 
union's approval before trying to increase the size of its operations.

The statement by Numsa continued with: "The blackmail by BMW is  
rejected with the contempt it deserves." 

However, BMW has clearly had enough of the labour situation and the 
risk/reward of further investment simply doesn't make sense to the company. 
This is despite the incentives that the government has put in place for the 
motor industry.

Therefore I ask myself, has the 2013 strike in the automotive industry  
by Numsa members facilitated in the abrupt and premature end to the  
honeymoon period in the South African motor industry?

I say no. Rather it has been a culmination of Numsa strikes over a number 
of years. BMW’s German parent has been very patient over this period, as 
have the rest of the OEMs.  Car makers have obviously been considering  
how much to invest in South Africa, where wage hikes have not been met 
by higher productivity, and labour relations are ranked as among the world's 
worst in the World Economic Forum's Global Competitiveness Report, for 
some time now. 

Johan van Zyl, the president of the National Association of Automobile 
Manufacturers of SA (Naamsa), warned that the strikes in the motor  
industry had damaged South Africa’s status as a reliable supplier to  
international export markets and could negatively affect future export  
contracts being awarded to South African automotive manufacturers.

There are countless stories of OEMs investing in other countries and 
South Africa’s name has not been mentioned. This BMW announcement 
should therefore not be a surprise. Countries worldwide have been  
struggling with the economic situation and would gladly accept investment  
by such a big industry that is just showing signs of recovery. 

Not so in South Africa apparently. The labour union bosses have  
really gone too far this time and their arrogance and self-enrichment  
is certainly going to put their members into financial stress.  
But it is not just their members who are affected.  
The knock on effects are too numerous to mention.  
Cosatu, NUM, and President Jacob Zuma  
take note. This will not be the last of these  
types of announcements.

EdITOR’S   cOMMENT





Additive manufacturing, better known as 3D printing (3DP), 
is almost 30 years old. 3DP has become a catch-all 
phrase that encompasses over a dozen technologies that 

form parts through sequential, thin layer build-up of material. 
The mass media have grouped all 3DP machines, technologies, 
processes, and materials together, with a layman’s excitement 
that fosters the belief that 3DP can make anything, any time, in 
any size, in any quantity, from any material.

This inaccuracy has caused some anxiety for manufacturers.  
One way to understand “the state of the art” is to look at how 
the advantages and limitations of 3DP will fit into what you 
do. You probably work in metal, so I will focus on metal parts, 
although much of this applies to other materials as well.

I won’t go so far as to say there’s nothing to worry about, 
but if your business is making production parts, relax … and 
keep your eyes open. If you make plastic or conceptual  
prototypes, you are probably using 3DP already. If you make 
complex, working prototypes, you may be using high-end,  
metal-based 3DP machines, in combination with subtractive 
manufacturing, which we love and know as “machining.”

The greatest benefit of 3DP is its ability to build any shape 
you can model, including parts with complex internal features. 

Another benefit is that 3DP requires no tooling, i.e., no cutting 
tools and no workholding devices, eliminating what can be a 
great expense, because there is no stock to hold. There are 
no cutting forces acting on the part. No set up. The machines 
run untended, eliminating labour cost and the need for human 
presence. 

All of those attributes make 3DP exciting and extremely 
attractive to design engineers, who would like nothing better 
than to design a part and print it, without having to know  
anything about manufacturing.

This could be of concern to a traditional manufacturer, were 
it not for 3DP’s limitations. The worst of these is speed. It is 
extremely slow, and time is money. Another hurdle is that  
material is limited to metal powders available. Don’t expect to 
get the same alloys you buy in sheet and billet. Metal 3DP is 
not simple. Sintering and metal melting 3DP have problems 
with warping, sagging, density, and mechanical properties.

Metal 3DP in production manufacturing represents the  
first step in a multi-machine process, perhaps replacing an 
initial casting. Most metal 3DP machines have closed controls, 
preventing direct programming from a CAM system, but  
providing programming input from an STL file. (In early CNC 
history, closed controls were common, and that limitation gave 
way to a proliferation of CAM software, providing greater  
functionality to all CNC machines.) Even if 3DP remains closed, 
there is still an important role for CAM software: For most  
applications, printed parts still need milling and turning to 
achieve adequate tolerances and surface finishes.

Let’s walk through an example. Your customer provides a 
solid model of a desired part, a turbine blade with complex 
internal cooling channels. You load the model into your CAM 
software and start modifying it for 3DP. You remove details 
not to be printed, like precisely drilled holes or tiny details. 
You add material to blade surfaces to allow for a finish-milling 
pass. You add some tabs to aid fixturing, then export an STL 
file for your metal 3DP machine and start printing.  Meanwhile, 
your five-axis programmer uses the same CAM software, same 
finish-condition solid model and (initial condition) 3DP model to 
program finish-milling operations. The customer has an  
engineering change, and both the 3DP STL and five-axis part 
program update automatically from the new customer model: 
All processes are integrated within the same CAM software.

There is much to be said for metal 3DP. As engineers get 
more creative in using its capabilities in designs, more parts 
will require 3DP as a starting point because they can be made 
no other way. 3DP has a very long way to go before it replaces 
traditional machining, but if you want to bid on the next  
generation of complex parts, you may need to get involved 
sooner, and prepare for it now. Metal 3DP machines are  
getting faster and costs are coming down. The best you can do 
to prepare is ensure that you are using CAD/CAM software that 
provides the tools to support and integrate metal 3DP with the 
rest of your manufacturing processes. 
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VIEW   POINT

Preparing for 3D printing -  
When and How? 

This is the viewpoint of Bill Gibbs, President/Founder  
of Gibbs and Associates. This article was first published  

in the Manufacturing Engineering.
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INduSTRy   NEWS

cover story

At EMO 2013 in Hall 2, North Entrance, 
DMG Mori Seiki unveiled a new  
uniform design that demonstrates the 

company‘s consistently high quality  
standards. Visitors experienced the  
advantages of the new design on their 
high-tech machines, which excel through 
improved functionality, user-friendliness 
and value retention, the company notes.

The design features improved  
functionality for maximum view into the 
work area for greater control of the  
machining process and dismantling of the 
safety glass from the outside; value  
retention/long-life surfaces in a premium 
range for fine structure, resulting in greater 
scratch resistance and protection against 
damage.

18 world premieres
CELOS control interface, new machine 

livery and design, 18 world premieres and 
95 high-tech exhibits across 10,237 m² 
underpinned DMG/Mori Seiki's leading role in metalcutting 
machine tool manufacturing innovation.

All this was accompanied by the company’s comprehensive 
Life Cycle Services, including a number of efficient automation 
solutions, shown in action. In addition, there were focus areas 
for different industry sectors, including automotive, aerospace, 
medical and power engineering. 

The CELOS control interface is said to simplify and  
accelerate the production process from idea to finished  
product. CELOS APPs enable integrated management,  
documentation and visualisation of job, process and machine 
data, and are compatible with production scheduling and  
enterprise resource planning systems, can be linked to 
CADCAM software and are open to future CELOS APP expansion. 

There are also 12 CELOS APPs available. For example  
'Job Manager' or 'Job Assistance' support the user with network-

integrated planning, management preparation and systematic 
processing of jobs (including workpiece, equipment and  
NC program). CELOS is available with Siemens and  
Mitsubishi CNC, via the 21.5 inch ERGOline interface.

CELOS is, in fact, one element of the new DMG/Mori Seiki 
livery/machine design that was on show on 15 high-tech 
machines, which "excel through improved functionality,  
user-friendliness and value retention". This also sees  
expression in improved functionality, such as maximum view 
into the work area for greater control of the machining process 
and the ability to dismantle safety glass from the outside. 

User friendliness is enhanced by CELOS, an adjustable display  
and keyboard for an ergonomic work position and SMARTkey 
for personalised operator authorisation and customised access 
privileges for machine control. Promoting value retention are 
long-life surfaces with the premium range boasting greater 
scratch resistance and protection against damage. 

New machine livery and design
And in addition to all of the technical features, in the future 

users will also be able to select DMG and Mori Seiki machines 
in black or white, at no additional cost. 

The 18 world premieres are: 
Turning technology
•	 NLX2500/500:	2-axis	turning	on	a	3.5	m²	footprint	for		

 workpieces up to 500 mm (also with CELOS) 
•	 NLX3000MC/1250:	Precise	high-performance	turning		

 and milling with BMT turret for turning lengths of up  
 to 1,250 mm (also with CELOS) 

•	 NLX4000BY/1500:	Precise	high-performance	turning 
 and milling with BMT turret for turning lengths of up to 
 1,250 mm (also with CELOS) 

DMG/Mori Seiki reveals EMO 2013 secrets -  
taking over Hall 2, technology developments abound

18 world premieres – name change to DMG MORI

Taking over the entire hall 2 at this year’s EMO manufacturing technology exhibition,  
held in Hannover, Germany, DMG Mori Seiki took a staggering 276.4 million in orders,  

comprising 1,137 products, a record figure for its exhibition attendance,  
according to the company.
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•	 CTX	beta	2000	TC	–	Turn	/	mill	complete	machining		
 with the biggest Y-axis stroke in its class at 300 mm 

•	 CTV	315	linear:	Vertical	turning	of	large	workpieces	of		
 up to 300 mm in length, weighing 25 kg 

•	 SPRINT	65:	Up	to	three	turrets	with	three	Y-axes,	unique		
 B-axis and Direct Drive technology 

Milling technology
•	 DMC	650	V:	The	new	vertical	machining	centre	 

 with more power and flexibility (also with CELOS) 
•	 HSC	30	linear	|	HSC	70	linear:	Highest	precision	 

 and surface finish for tool and mould making  
 applications (also with CELOS) 

•	 DMU	80	P	duoBLOCK®: The fourth-generation   
 duoBLOCK® for 30% increased performance, precision  
 and efficiency (also with CELOS) 

•	 DMC	85	FD	monoBLOCK® – Complete machining  
 mill-turn with three station pallet changer for  
 maximum productivity 

•	 DIXI	270	–	High-end	precision	machining	up	to	12	ton		
 with a threefold improvement in volumetric accuracy 

•	 DMF	600	linear	–	Dynamic	travelling	column	 
	 milling	centre	with	linear	drives	and	6	m	X-axis	travel	 
 for workpieces up to 10 ton 

•	 i80L	–	Compact	horizontal	machining	centre	for	 
 the large volume production of engine components 

 in the automotive industry 
•	 Ultrasonic	30	linear	–	High	contour	accuracy	as	well	as		

 surface finishes of Ra < 0.1 µm in advanced materials 

Ecoline 
•	 CTX	450	ecoline	and	CTX	650	ecoline	–	New,	compact		

 machines for chuck sizes of 250 mm and 400 mm  
 respectively, with 3D control technology  
 Image: CTX 450 ecoline and CTX 650 ecoline 

Services 
•	 UNO	20	I40	–	High	technology	features	for	entry-level		

 tool presetters 

DMG Mori Seiki book orders to value €276.4 million  
at EMO 2013 

Taking over the entire hall 2 at this year’s EMO 
manufacturing technology exhibition, held in Hannover, 
Germany, DMG Mori Seiki took a staggering €276.4 million 
in orders, comprising 1,137 products, a record figure for 
its exhibition attendance, according to the company.

A strong boost to post-trade fair business will be  
provided by 6,083 new offers made to potential customers,  

adds the company. This represents an increase of 6%, compared  
to the previous EMO two years earlier, also held in Hannover. 

Key attractions for visitors included CELOS, a new CNC 
interface, new joint Gildemeister/Mori Seiki machine design, 
together with some 18 world premieres. 

A total of 95 high-tech exhibits show that the cooperation 
partners are at the forefront of innovations in building cutting 
machine tools. 

DMG MORI - new global brand from October first
At the company’s press conference at EMO 2013  

Dr. Rüdiger Kapitza, Chairman of the board of Gildemeister AG 
and Dr. Masahico Mori, President of Mori Seiki Co. Ltd.  
presented the world premieres and also announced the next 
move in the companies’ strategy: a common global brand.

Gildemeister AG and Mori Seiki will sell through the joint 
enterprise DMG Mori Seiki, which, as of 1 October 2013,  
will be known as DMG Mori. In addition, Gildemeister AG is  
to become DMG Mori Seiki AG and Mori Seiki is to become 
DMG Mori Seiki Co Ltd.

 
Retecon (Pty) Ltd

DMG Mori  
equipment is  
marketed and serviced 
in South Africa by 
Retecon Machine Sales, 
which forms part of the 
Retecon (Pty) Ltd Group. 
The company was 
established in 1971 to 
market machine tools. 
The various Group  
companies now market 
a range of machine 
tools, accessories,  
tooling, consumables 

and services to the metal working industry and the engineering 
industry at large. The Group companies exclusively represent 
a number of prestigious international brands and other related 
service products. 

The machine tool range is vast and can be broken down 
into the various categories such as milling, turning, gear  
cutting / grinding, boring, grinding, tube & wire, EDM,  
plasma cutters, lasers and presses.

For further details contact Retecon (Pty) Ltd on  
TEL: 011 976 8600, www.retecon.co.za

There are also 12 CELOS APPs available. For example,  
'Job Manager' or 'Job Assistance' support the user with  

network-integrated planning, management preparation and  
systematic processing of jobs (including workpiece, equipment and 

NC program). CELOS is available with Siemens and  
Mitsubishi CNC, via the 21.5 inch ERGOline interface

The CTX beta 1250 TC from DMG MORI is part of the  
successful CTX TC turn/mill series

The new DMF 600 linear travelling 
column machining centre – a dynamic 
travelling column centre with linear 

drive and six metre X-travel for  
workpieces up to 10 tons
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The path to success usually starts off in a small  
environment and gradually through hard work and  
dedication over the years, achievement can be seen in 

the success of the pursuit. This can certainly be said of  
Johny Hansen and Multitrade Distributors, who celebrated 
their 30th year in business recently.

It all started over 40 years ago. Straight from school  
Johny joined his father’s company Hansen Engineering in  
Port Elizabeth, where he spent twelve years. During this time 
Johny completed his studies at the Technikon and his  
apprenticeship as a turner machinist. Hansen Engineering 
is still a very successful 3rd generation general engineering 
company in its own right manufacturing automotive related 
components and is run by Johny’s brother Glenn and  
nephew Erik.

Cutting his teeth in an engineering manufacturing  
environment certainly put Johny in a position whereby  
he could start 
his own business 
of selling  
cutting tools  
with the  
confidence	of	
knowing that  
he had been  
on the ‘other’ 
side, having  
put in many 
hours working 
the machines.

The  
opportunity 
came when  
looking for  
Mitsubishi 
tooling,  
Hansen  
Engineering  
were able to 
source it from  
a hardware shop 
in Cape Town 
that was only 
servicing that 
area. Spotting 
the opportunity 
Johny and friend Barry McCleland formed a partnership and 
opened Multitrade Distributors in Port Elizabeth. 

They then approached Mitsubishi Corporation in  
Johannesburg. As there was already an agreement in place 
with the hardware shop they were only given the opportunity to 
be a reseller, with an understanding that this agreement would 
be reviewed after twelve months. Well in this period they sold 
90 % of all sales of Mitsubishi Materials carbide tooling in 
South Africa, and this was mainly to Port Elizabeth  
metalworking companies. It was no contest and Multitrade 
Distributors were given the sole distributorship rights for  
South Africa.

The next step was to get going in the bigger market of the 

Gauteng area. With his car boot full of tooling, Johny headed 
off	to	Johannesburg.	Sales	in	the	first	month	totalled	 
R1 700.00 and it was the start of better things to come. 

Office	space	was	rented	in	the	Auckland	Park,	Gauteng	
area and Multitrade Distributors operated from these  
premises until 1992, when they moved into their own  
1 200 m² premises in Meadowdale, Germiston, Gauteng.  
All along the company had been growing considerably and new 
agencies were taken on to compliment the existing Mitsubishi 
Materials carbide range. 

Nowadays Multitrade also markets ARNO Alu inserts  
for aluminium machining, SSANGYONG Ceramic inserts,  
NT Tool Corp machining centre holders and D'Andrea facing 
and boring heads, modular and mono-block toolholder and 
boring systems. Multitrade Distributors also distributes the 
KOMET GROUP range of modular tooling systems and metal 
cutting tools.

With  
Mitsubishi  
Materials as 
Multitrade’s 
central area of 
activity, they are 
able to supply 
machine shops 
with the three 
main styles of 
metal cutting 
modes namely 
turning, milling 
and drilling in 
various  
geometries and 
sizes.

With a staff 
compliment of 
35, today  
Multitrade  
operates on 
a principle of 
servicing clients 
with the right 
product at the 
right price in the 
shortest  
possible time. 

Shipments used to have a lead time of six weeks but now 
three shipments arrive from the Mitsubishi Materials  
warehouse in Singapore every week. Branches have also  
been opened in Durban, Port Elizabeth and Cape Town.

Moreover Johny has been instrumental in taking Multitrade 
Distributors to a position of supplying around 10 % of the local 
cutting tool market and in 2005 took full control of the  
company when he purchased his partner’s shareholding.

To celebrate the occasion Multitrade Distributors invited 
clients, guests and suppliers to a function at Emperors Palace 
in September 2013.

For further details call Multitrade on TEL: 011 453 8034 
or visit www.multicarb.com

Multitrade Distributors 
celebrates 30th anniversary

Mr Naruto Takahashi MHT Thailand, Mr Fumio Tsurumaki MMC Japan,  
Johny and Yolanda Hansen, Terry and Jeanette Nichols, all of Multitrade Distributors  

and Mr Yutaka Tanaka of MMC Japan
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The socio-economic impacts that will emanate from the 
multi-billion rand contract recently awarded by Armscor to 
Denel SOC for the production of over 200 armoured  

vehicles to the South African National Defence Force (SANDF) 
over a 10-year period will significantly and permanently change 
the South African defence industry.

 Both government and the defence industry have  
welcomed the direct and indirect jobs as well as the enterprise 
opportunities that will be created as a result of the production 
contract for the full scale manufacturing of the Badger New 
Generation Infantry Combat System. In addition to job and 
enterprise creation, the contract will also lead to an increase in 
skills development and retention in the industry.

 The new Badger infantry combat vehicle, proudly displayed 
at the Department of Defence and Military Veterans’ Industry 
Day event at the CSIR in Pretoria recently provides the SANDF 
with unrivalled firepower, mobility and maximum armoured  
protection to the soldiers it transports.

 “The production order for the Badger vehicle represents  
a significant chapter in the history of the SANDF in that it  
provides a much needed capability for troops involved in critical 
peace keeping operations in other African countries,” says  
Dr Sam Gulube, the Secretary for Defence.  

 The 8 x 8 Badger is a best-of-breed vehicle in its class and 
will contribute to the modernisation of the SANDF. In the future, 
it will eventually replace the SANDF’s existing fleet of armour 
protected combat vehicles like the Ratel. The recent  
involvement of South African troops in the Democratic Republic 
of the Congo has again emphasised the need for protective 
mobility on the battlefield which the Badger now provides.

 “This is the most significant defence contract signed with  
a South African company in at least the last 10 years, and  
demonstrates Government’s and the SANDF’s confidence in 
the ability of the local industry to provide frontline equipment,” 
says Denel SOC Group Chief Executive, Riaz Saloojee.

 The Badger project provides Denel with an opportunity 
to address most of government’s industrial objectives with 
regards to high-end manufacturing, skills development, job 
creation and foreign-currency earnings.

 Job opportunities within South Africa’s defence will either 
be created or retained primarily in the development and 
manufacturing phases, covering the spectrum from graduate 
engineers, system designers and technical staff to skilled and 
semi-skilled workers. In addition, the contract will have positive 
spin-offs for small- and medium enterprises acting as  
subcontractors and suppliers for the project and bring benefits 
to the entire local defence industry.

 The acting CEO of Armscor, Mr Sipho Mkwanazi, says the 
“the production of Badger will have significant benefits for the 
SANDF and for the local defence industry including the further 
development of the advanced manufacturing sector. We have 
set stringent conditions for ensuring local content and supplier 
development.  The production of the Badger is expected to  
create about 2 000 jobs during its production period”.       

 Armscor concluded a contract with Denel in 2007 for the 
development of a new generation infantry combat vehicle. The 
initial development of the vehicle platform was done by the 
Finnish contractor, Patria, but the manufacturing of the production  
units will be migrated to South Africa. This will enhance South 
Africa’s vehicle design, manufacture and support capability. 
The final product will, however, be more than 70% local  
content, designed and customised to meet the unique require-
ments of operational deployment in an African environment.

 In peace-enforcement operations it enables soldiers to 
dismount from the vehicle and interact freely with the civilian 
population. But the same vehicle also provides troops with 
effective protection and offensive firepower in high-intensity 
warfare.

 This project will also generate considerable international 
interest in the vehicle and open a number of prospects for 
future exports that could result in the injection of foreign direct 
investment into South Africa.

 As State-owned Companies, Armscor and Denel’s primary 
objectives are to support the strategic and operational needs  
of the SANDF, and this is done in a commercially viable  
environment that advances the strategic initiatives of a  
developmental state as defined in the National Development 
Plan (NDP) and the Industrial Policy Action Plan (IPAP).

Badger contract brings  
major socio-economic impacts to the 
local defence industry

The Badger project  
provides Denel with an 
opportunity to address 
most of government’s 
industrial objectives with 
regards to high-end  
manufacturing, skills  
development, job creation 
and foreign-currency 
earnings
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FT Construction, a company within the recently liquidated 
First Tech group, along with liquidated First Tech subsidiary 
Cosira South Africa, would sell various assets, located at 

Cosira’s premises in Brakpan, as a single unit, according to 
reports.

An invitation to buy the assets, which includes machinery 
such as a plasma cutters, punch and crop machines, radial arm 
drills, a 4.5 ton forklift and various cranes, has been issued.

The decision and  
time frames thereafter 
would depend on the 
nature and extent of the 
interest received in buying 
the assets, liquidators 
Westrust said.

Cosira was placed  
under provisional  
liquidation in July, one 
month after it had applied 
for business rescue.

First Tech, which 
bought Cosira in  
December last year, stated 
in a June 12 business 
rescue application that its 
newly acquired subsidiary 
was	“financially	distressed”	
and, owing to a depressed 
economic climate, it was 
not making the level of 
profits	required	to	maintain	
the company’s high  
overhead structure.

The	financial	losses	
were further compounded 
by the slowdown in the 
construction industry, 
losses suffered owing to 
labour unrest and logistical 
and quality challenges at 
some of its key contracts. 
According to First Tech’s 
website, the 20-year-old 
firm	had	18	business	units	
and more than 5 000  
employees, excluding 
Cosira’s 2 000-strong 
workforce, at that time.

Further, First Strut, 
which has been trading as 
First Tech Group, had also 
applied for provisional  
liquidation of its  
subsidiaries in July after 
failing to secure further 
funding to pull the group 
through business rescue 
proceedings.

First Tech Group was 
unable to secure from its 
creditors the between  
R60 million and R80 
million required to fund 
the business rescue and 

stabilise	the	financially	distressed	firm.
First Tech’s subsidiaries included Energotec; Energotec 

Engineering Services; Typro; Flint Construction; FT Construction; 
Gazelle Engineering; Gazelle Plastics; Hollyberry Props; Internatio;  
Noteworthy Trade; Ogatin; R&D Metal Works; FT Global Logistics;  
Rowan Tree; Serenade Trade and Invest; Speedroll Property 
Holdings; Thornbird Trade and Invest; Top Form; Wire Systems 
Technology; and Flexicon Piping Specialists.

Cosira, FT Construction to sell assets
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Drilling of deep holes is increasingly in  
demand for numerous precision  
applications these days. In most cases 

it is not long production runs that are required 
but rather small to medium batches of 10  
to 100 parts. The majority of machine shops 
will not have the capabilities to perform the 
task and invariably will have no idea as to 
where go to get the operation done. 

Realising this fact Micron Technologies 
have invested in a machine that will step  
into the void. 

“Micron Technologies is a rare  
company in that it makes it’s living off  
making holes – we sell specialist honing  
and deep hole drilling equipment, as well as 
offering a service whereby we have the equipment to carry out 
this type of work when batch sizes do not justify the capital  
cost of doing the work in-house. Most of our customers are 
other machine shops,” said Justin Dowdle, MD of Micron  
Technologies.

“It	is	important	to	note	that	we	do	not	conflict	or	compete	
with the customers that purchase equipment from us, rather  
we compliment them in many aspects. Because we sell the 
equipment and have capabilities to run parts, we are in a 
position to offer the best solution for any customer’s particular 
circumstances and requirements.  It’s completely unbiased  
advice. The experience that we gain from the various parts 
we run on our machine also means we are absolute process 
specialists and can ensure that our customers get the very best 
support and expertise. This is the niche area we operate in,” 
continued Dowdle.

“In general any hole more than 10 times its diameter, is  
considered a deep hole. Gun drilling is a very 
old process of drilling long or deep holes, 
first	used	in	the	making	of	gun	barrels	more	
than 100 years ago. Today's technology with 
refined	machinery	and	tool	design	has	made	
gun drilling a reliable high production method 
for drilling short holes as well as deep holes. 
The gun drill consists of a hollow tube with 
a	"V"	shaped	groove	or	flute	along	its	length,	
and a carbide cutting tip designed in such a 

way as to produce it's own guide 
bushing as it drills the hole.  
High-pressure coolant is  
introduced into the center of the 
drill tube through the spindle of 
the gun drilling machine to help 
break and evacuate the chips 
along the "V" groove of the tool 
and out of the hole. Gun drilling 
provides very close tolerance 

straight	holes	with	excellent	surface	finish.	Gun	drilling	is	able	
to produce holes as small as 0,78 mm."

“Drilling deep holes is a discipline apart from drilling as 
most shops understand it. Holes that are characterised by the 
largest ratios of length to diameter require not only unusual 
machine tools, but also unusual allowances that more shallow 
holes don’t require. There are reasons, for example, why  
deep-hole drilling generally must be one of the earlier  
operations in any production process.”

“With conventional drills such as twist drills several cycles 
or	pecks	would	be	required	to	clear	chips	from	the	flutes	of	the	
drill. With a dedicated deep hole drilling machine and proper 
tooling	and	fixturing	the	hole	can	be	produced	in	one	pass.	
Depth to diameter ratios of up to 300:1 can be achieved and 
a	good	surface	finish	and	hole	size	may	eliminate	secondary	
reaming, or honing operations.”

“As	mentioned	before	rifle	barrels	are	an	obvious	 
component however long spindles, 
oil holes in shafts, bearings and 
connecting rods are other  
components that require deep 
hole or gun drilling.”

“Generally a client will supply 
cut-to-length shafts or rods but 
there is also the possibility of  
gun	drilling	first	and	then	 
cutting-to-length. It all depends on 
the customers requirements.”

“We are operating in a very 
niche area of the market but by 
having	the	machines	on	our	floor	
they become a reference point as 
well. Clients are able to come in 

for live demonstrations and see the services and support that 
we offer.”

“The machines we are offering are manufactured to  
German	specifications,	where	the	IP	originated	from,	and	come	
equipped with high-end components and controls like the  
Siemens control for example.”

“HTT offers multi-spindle deep hole drilling machines, gun 
drilling machines with one to six spindles and special purpose 
machines.” 

For further details contact Micron Technologies on  
TEL: 011 608 2100

A deep thinking job shop will specialise in  
gun drilling up to 50mm diameter and 2 metres long.

Stepping into the void

The machines are manufactured to German specifications,  
where the IP originated from, and come equipped with high-end 
components and controls like the Siemens control for example

Micron Technologies will 
specialise in gun drilling  

up to 50mm diameter and  
2 metres long

The men involved – Zhu Yun from HTT, Justin Dowdle 
from Micron Technologies, Jack Yang from HTT and 

Dennis Maher from Micron Technologies

The new gun drilling machine that  
Micron Technologies has installed 
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On January 1st, 2013, the Motor Industry Development 
Programme (MIDP), which was initiated by the  
South African Government in September 1995 to 

improve the international competitiveness of the local  
vehicle manufacturing industry, was replaced by the 
Automotive Production and Development Programme (APDP), 
which introduced a greater focus on volume and  
employment growth. The APDP is a voluntary participation 
programme, made up of four main elements, viz. Import 
Duty, a Volume Assembly Allowance, a Production Incentive, 
and the Automotive Investment Scheme. The most important 
provisions include the fixing of import duties on vehicles and 
components at levels of 25% and 20% respectively, defined 
duty-free import credits for local assemblers of vehicles  
destined for both local consumption and export, additional 
duty-free import credits based on the margin of local value 
added, and a minimum qualification level of 50 000 units per 
annum for participation by registered vehicle manufacturers. 

As it currently stands, however, the APDP is applicable 
only to light motor vehicles, effectively those with Gross 
Vehicle Mass ratings not exceeding 3 500 kg. The only  
provision that is specifically applicable to heavier vehicles 
with GVM ratings in excess of 3½ tons (i.e. Medium, Heavy 
and Extra-Heavy Commercial Vehicles and Buses) is that 
allowing component manufacturers to claim a production 
incentive on local parts manufactured for these vehicle  
categories. At the time of writing, discussions are continuing 
between interested parties and the Department of Trade  
and Industries to settle the provisions of the delayed  
medium/heavy programme. Even though the MIDP has been 
officially terminated, the applicable duty levels that prevailed 
under that regime for medium/heavy vehicles, i.e. 20% for 
Completely Built Up (CBU) vehicles, zero duty for Completely 
Knocked Down (CKD) components (including Semi-Knocked-
Down vehicles) and 15% for Imported Medium/Heavy 

Commercial Vehicle tyres, is most likely to persist until the 
new MCV/HCV programme has been initiated.

It is not surprising that the process of developing new 
rules for medium and heavy vehicles since the programme 
was first mooted in 2010 has been long and difficult, given 
the country’s unfortunate experience under the earlier Local 
Content Programme (LCP) that was terminated in 1994, and 
which contained extremely stringent non-negotiable  
requirements for local Atlantis diesel engine and ASTAS  
transmission/axle fitment. That regime resulted in  
South Africa having some of the most expensive trucks in  
the world! In developing the new programme, the overall 
objectives of the APDP philosophy, i.e. volume and  
employment maximisation, need to be offset against the  
practicalities imposed by the relationships between the  
small South African market (only about 0,5% of the global 
total), and the overseas source plants from which critical 
components must continue to be drawn.

Employment maximisation would, in a perfect world, 
suggest implementing the greatest possible level of vehicle 
breakdown, which, in the case of heavier commercial  
vehicles, could also include disassembled chassis frames and 
cabs. Conventional logic also supports the notion that  
containerised shipment of individual components should be 
more space and cost-efficient than complete assemblies. 
However, the experience with earlier programmes has  
confirmed that the “inconvenience” factor, which enters the 
picture when the source plant’s production processes are 
unduly interfered with, can add considerable cost to the  
finished product. In the 1981-1994 scenario, source plants 
also tended to expect no significantly reduced absolute profit 
margin on their export products, even though they were  
shipping kits bereft of engines, gearboxes, axles, and related 
components to South Africa. The local component suppliers 
were also adding their own margins, with the result that the 

New South African local content 
programme for trucks and buses

The South African government recently introduced measures 
to encourage the purchasing of locally-built buses by public sector operators



very expensive final product could only survive in  
an environment ring-fenced by harsh protective legislation.

Experience has also shown that, notwithstanding the 
small size of the local market in global terms, it is still highly 
diversified, and has requirements for a wide variety of  
product variations to suit its vocational requirements.  
The potential for component rationalisation, in the interests  
of commonality between different brands, or even models 
within the same product family, is therefore limited.  
This is not an easy scenario in which to develop a viable  
local content programme, and it leads to a direction that is 
more about finishing  
off the product, rather 
than getting too deeply 
involved with its  
fundamental  
manufacture. In  
reality, the dividing line 
between adding value 
and pushing up cost 
is very narrow indeed. 
The most appropriate 
modus operandi would 
capitalize the cost 
advantages of importing 
the more complicated 
components from the 
most appropriate  
global sources, while  
encouraging the  
cost-effective local 
manufacture of generic 
bulk-purchase items 
such as tyres, glass  
and batteries, and the  
specific “add-ons” 
required to fit the 
vehicle for its intended 
purpose (i.e. bodywork, 
ancillary equipment, 
aerodynamic devices, 
fleet management 
systems, etc.). Local 
added-value activities 
should also include the 
preparation of vehicles 
destined for export to 
other markets on the 
African continent.

The South African 
government recently 
introduced measures  
to encourage the  
purchasing of  
locally-built buses  
by public sector  
operators. This takes 
the form of tender  
preferences,  
and does not  
affect the dynamics  
of the open market  
for privately-owned  
bus operations.  
The potential  
for a high local content 
percentage in a bus  

is considerable, as the mechanical components make up  
a relatively small proportion of the complete vehicle.  
This should help local bodybuilders, in particular, to  
regain competitiveness against offshore competition,  
and protect a relatively small market segment from an  
undesirable level of over-proliferation. While free  
competition is generally desirable, it has been proved that 
there is a practical limit to the number of competitors  
who can run viable businesses in a small market, and  
hat comment can equally be applied to the entire  
medium/heavy vehicle debate.
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South African titanium pilot plant established

Apart from concentrating the 
mineral to produce titanium 
slag and pig iron, little further 

value is added to the mineral before 
exporting it. It is believed that there 
is significant potential to add  
value and create much-needed 
employment if titanium metal is 
extracted from the mineral  
concentrate and a new downstream 
industry is created to manufacture 
titanium metal components and 
products. 

The Titanium Centre of 
Competence (TiCoC), established 
at the CSIR and funded by the Department of Science and 
Technology (DST), has developed a suite of complementary 
technologies to help South Africa add value to its vast  
resources of titanium across the metal value chain. Key to 
this programme is the development and commercialisation of 
a novel process for producing primary titanium metal, hence 
the establishment of a small scale titanium pilot plant on the 
CSIR campus in Pretoria for the production of titanium metal 
powder. 

The titanium pilot plant is the first step towards a  
commercial scale plant that will be able to produce titanium 
powder at a much lower cost than present imports, making 
this light metal an economically viable option from which many 
industries can be created and sustained. 

Apart from the imperative to prove that the new titanium 
powder production technology can be scaled up, the pilot plant 
will also be used to produce relatively large quantities of  
titanium powder. This powder will be made available for  
testing to research institutions involved in research and  
development of titanium metal powder technologies, such  
as additive manufacturing, metal injection moulding  
technology, press and sinter technology and direct powder  
rolling technology.

The pilot plant uses a novel  
and patented process that is  
internationally competitive. The 
unique features of the process  
provide cost and product  
quality advantages. Science and 
Technology Minister, Mr Derek 
Hanekom, officially opened the  
titanium pilot plant in June 2013. 
The DST has all along been a  
key stakeholder in this initiative 
and has allocated more than  
R100 million for this technology 
implementation via the TiCoC.  
The plant is designed to produce 

two kilograms of titanium metal powder per hour.
Another important technology in the suite of TiCoC 

deliverables is the investment casting process for titanium. 
Optimisation of the mould system and melting process are 
being completed. Casting trials in Germany later during 2013 
will provide greater clarity on the capital investment needed to 
commercialise the technology in South Africa.   

Comprehensive documentation of the technology chain  
is being completed, including a cost analysis of the proses  
as input to a business plan for commercialisation of the  
technology with local industry players. Complex components, 
such as a test component for Boeing, have been successfully 
cast with tensile strength meeting the specification. 

Boeing, the world's largest aerospace company, has 
recently formalised a collaboration with the CSIR to cooperate 
on developing ways to incorporate titanium powder into novel 
industrial manufacturing processes and products by signing 
a memorandum of understanding with the CSIR, the host of 
the TiCoC. This mutually beneficial agreement supports the 
nation's long-term economic development goals that include 
the supply of titanium to many industries, including aerospace.

For further details contact Lionel Michel of the CSIR  
on TEL: 012 841 3437

A view of the main reduction unit of the titanium pilot plant

Guests at the launch were given an overview  
of the Ti powder classification unit

Dr Sibusiso Sibisi (CSIR CEO), Dr Francis Peterson  
(Chair of the CSIR Board) and Mr Derek Hanekom  

(Minister of Science and Technology) after unveiling the plaque  
at the entrance of the CSIR titanium pilot plant

South Africa has the second largest reserves of titanium bearing mineral in the world and is also 
the second largest producer of titanium dioxide bearing mineral concentrate.
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DCD Rolling Stock has revolutionised international railway 
logistics by increasing the lifespan of the average  
locomotive wheel by three times while reducing track 

wear by 60 percent and energy consumption by three percent 
through the development of its patented 'Jika' passive hydraulic 
steering (PHS) system for locomotives. 

DCD Rolling Stock product engineer and Jika PHS  
inventor Pat Smit indicates that the company's latest  
technological breakthrough in hydraulics, which is officially 
being trialled in full rail service, serves as a more efficient,  
reliable and cost effective alternative to the current mechanical 
linkage system for locomotives.

In addition to minimising wear on the rail and locomotive 
wheel, the reduction of locomotive force also reduces the  
lateral movement of the rails on their sleepers that results in 
the rail spreading apart. Smit says that it is important to note 
that the Jika PHS also reduces the angle of attack between 
wheel and rail. "A prominent overseas locomotive manufacturer 
is on record that one test showed maintenance on the curved 
sections of the railway system reduced by 60 percent," he says. 

The Jika PHS is also beneficial for traction and braking, but 
most importantly, the system reduces the rolling resistance of 
locomotives when negotiating curves, consequently reducing 
energy consumption by three percent. Secondary benefits of 
the Jika PHS are that the system makes the locomotive more 
universal for use on lighter rail sections, thereby reducing the 
fleet number. Tertiary benefits include a smoother and almost 
silent ride, and less pollution as steel particles ground off  
moving wheels are all but eliminated. 

"Mechanical linkage systems in locomotives have proven to 
be inefficient, as a large amount of time and money is spent 
on maintenance. Bearing this in mind, DCD Rolling Stock 
began research on a more user friendly and cost 
effective solution for locomotive bogie steering 
and maintenance in 2009," he adds. 

Smit points out that by using a  
hydraulic system, the traditional links and 
levers can be dispensed with. "This  
reduces the number of components in a 
bogie, making the steering sub-system  
easier to maintain. Another issue that the 
Jika PHS overcomes is the lack of space 

within, and distance between, the wheel sets of a bogie. This 
is particularly relevant in the case of three-axle bogies, where 
there is a central wheel set with its traction motor and braking 
system."

Smit said that the Jika PHS has been specifically designed 
for commercial freight lines, where frequent and small radius 
curves are common. "The replacement of train wheels is a  
regular and expensive process, as it involves infrastructural 
costs, locomotive downtime and man hours. The use of the  
Jika PHS will also permit the use of more powerful three-axle 
bogie locomotives (Co-Co), as opposed to the less powerful  
two-axle (Bo-Bo) bogie models. This system is equally important 
to heavy haul lines with axle loads of up to 30 tons." 

According to Smit, another major benefit of the Jika PHS is 
that it can reduce flange wear eight fold. 
"This design benefit will ultimately extend 
the lifespan of the average locomotive 
wheel by three times, thereby ensuring 
greater efficiency and substantial  
savings on maintenance."

Proven performance in testing 
DCD Rolling Stock has been  

undertaking concept testing on the 
Jika PHS products since 2010, and is 
currently in discussions with various 

rail operators worldwide to undertake in-service testing in other 
environments to validate its initial data.

Using instrumented wheel sets that measure and record 
the force that locomotives impart on the railway line, DCD 
Rolling Stock engineers discovered that the Jika PHS reduced 
lateral forces by a factor of five in curves on these long  
wheelbase bogies. "During one test, official data revealed that 
a four ton existing lateral force on the rail was reduced to just 
800 kg," claims Smit.  

Following these successful tests, the Jika PHS bogie was 
retrofitted onto bogies on three locomotives in August 2013, 
and will operate in full service. The Jika PHS bogie will be  
compared against six similar locomotives fitted with  
conventional bogies for a six month trial period, which started 
in September 2013. 

DCD Rolling Stock technical manager Daryl Leggitt states 
that this is the first time that hydraulics have been applied 

DCD Rolling Stock launches  
a world-first in locomotive steering 

Bogie fitted with Jika PHS

Hydraulically interconnected to form a patented  
passive hydraulic logic system

Jika hydraulic 
cylinder
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to locomotive bogies in South Africa. "Three locomotives have 
been fitted with Jika. The first two have already done over 11 
round trips of approximately 11 000 km, in addition to three 
round trips of 3 000 km respectively. The trips were all  
fault-free." This 'real-life' application testing process is being  
undertaken to focus strongly on wheel tread and flange wear 
reduction. Aspects such as improved serviceability, reliability 
and maintainability will also be studied. In addition, noise levels 
and the lateral wheel-to-rail forces will be recorded.

Smit believes that by adopting the Jika PHS system,  
customers will be able to save on the cost of replacement  
parts, in addition to minimising locomotive downtime. 
"Previously, there was a system of measuring and matching the 
wheels in the sets on a bogie. This was replaced by under floor 
lathes, which allow wheel treads to be cut without the need to 
remove the wheels from the locomotive."

Although this minimises locomotive downtime and labour, 
the disadvantage of this system is that the lifespan of the 
wheels are substantially reduced as a result of sacrificial 
machining, almost always as a result of flange wear. The use of 
the Jika PHS on bogies will reduce the need for excessive cuts 
on the wheel treads to restore the profiles. 

Despite the significant progress made on the development 
of the Jika PHS, Leggitt admits that a number of additional  
in-depth tests must still be undertaken by DCD Rolling Stock. 
He also reveals that the company has been working in  
conjunction with a leading university to design a hydraulic cylinder  
unit that is capable of six years of maintenance free operation. 

"The hydraulic cylinder will also feature a rugged design,  
as it will be exposed to numerous hazards such as high  
acceleration, possible pressure spicks, heat, vibration  

and flying stones from the track."
Another challenge facing DCD Rolling Stock in challenging 

economic times is the fact the implementation of the Jika PHS 
system will involve some additional upfront costs. Leggitt does, 
however, stress that the overall lifecycle cost of the Jika PHS 
system will be considerably lower than traditional bogies in the 
long term. "The initial cost increase will be minimal and, taking 
into account that the Jika PHS extends wheel life by up to three 
times, it should pay for itself in a matter of months."

DCD Rolling Stock officially filed the patent for the Jika 
PHS in May 2013. This patent extends to countries including 
Australia, Austria, Brazil, Canada, China, France, Germany, India,  
Russia, South Africa, Sweden, Switzerland, Ukraine and the 
USA. With this in mind, Smit is confident that the Jika PHS will 
be a game changer in the local and international railway sector. 

“Adaptability is the key to DCD Rolling Stock's renowned 
innovation, and the development of the Jika PHS bogie is a 
technological breakthrough that will make railway logistics 
more efficient and competitive on a global scale. Looking to the 
future, it will be possible to fit these bogies to new locomotives 
and retrofit them to existing locomotives too. As a result, I am 
optimistic that DCD Rolling Stock has unlimited potential for 
growth through this new system," he concludes. 

Since 1944, DCD Rolling Stock has produced over 130 000 
wagons, 1 000 surface and 4 000 underground locomotives 
and over 278 000 bogies. In addition to revolutionising the 
global railway industry through the Jika PHS, the company will 
also create sustainable employment opportunities by aiming to 
source 90 per cent of its materials locally. 

For further details contact Phillip van der Westhuizen  
of DCD Rolling Stock on TEL: 011 306 8311
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Portable coordinate  
measuring arm calibration service  
now available in South Africa

Portable measuring arms are becoming 
commonplace in today’s manufacturing 
facility. It’s true that they bestow many 

benefits on the users, but there are pitfalls to 
overcome when utilising this highly effective and 
sophisticated tool.

Proper installation and initial calibration  
are essential to comply with national and  
international standards. However annual  
calibration of the portable arms, which is a 
norm in industry, has always been a costly and 
time consuming exercise as portable measuring 
arms have had to go back overseas for  
calibration, which is not only expensive but also 
leaves customers without their valuable  
portable CMM equipment for weeks or months 
at a time. But now, with the local service offered 
by Retecon, clients will be able to pre-plan their 
calibration and see only minimal disruption 
to their production activities whilst the arm is 
being calibrated and serviced locally - saving 
both time and money!

“Retecon is pleased to be able to announce 
that as from October we will be providing local 
calibration of the Romer range of portable 
arms and Multi-Gage products at our Spartan, 
Gauteng head-office facility,” said Hans-Peter 
Neth, MD of Retecon (Pty) Ltd.

“This is a South African first for the latest generation  
of portable measuring arms as we are  able to offer local  
calibration for these very popular Romer arms - with a  
super fast 2-3 day turnaround time,” continued Neth.

“In keeping with our overall business philosophy of  
providing precision, quality and service Retecon has  

once again invested heavily in a new state-of-the-art  
calibration / test fixture as specified by the Romer  
factory.”

“The calibration fixture and the artifacts, as specified  
by Romer – a Division of Hexagon Metrology - are all fully  
maintained and controlled in our metrology laboratory in 
Spartan.” 

“In order to support this new and unique service for  
our customers in South Africa two of our specialist portable 
arm calibration engineers recently spent time at the  
Romer / Cimcore manufacturing plant in France for intensive 
factory-training on the requirements for local calibration  
of the range of Romer arms.”

“Not only did they receive some great training in the  
correct calibration processes but they were also briefed on 
the correct techniques required for minor repairs on the new 
Romer arms - including PCB changes that previously would 
have required that the equipment be sent back to the factory 
overseas causing long delays and extra cost.  An important 
factor that clients need to take into account when they are 
contemplating the purchase of a new portable measuring arm 
is the on-going calibration and repair costs along with  
downtime, that forms such an integral part of the whole  
“cost of ownership” equation.”

Calibration
“As we come to rely more and more on the portable  

arm, it’s important to monitor your arm’s accuracy through 

Retecon (Pty) Ltd now offers a scheduled and rapid turnaround service.

Jérôme Duveau of Hexagon Metrology France  
was responsible for certifying the calibration service at Retecon.  

He is seen congratulating Retecon’s MD Hans-Peter Neth

William Chatwind, Rudie Botha and Brett Snyman all from Retecon (Pty) Ltd,  
with Jérôme Duveau of Hexagon Metrology France standing  

next to the calibration fixture and the artifacts, as specified by Romer –  
a Division of Hexagon Metrology



regular calibration. For a successful evaluation of the arm, 
your calibrator must follow the standard.  

There are essentially three parts to the calibration  
procedure:

•	 Single	point	accuracy	test
•	 Volumetric	ball	bar	test
•	 Effective	diameter	performance	test

“These tests must be performed at an accredited lab 
with traceable artifacts, ideally a lab certified to ISO 17025 
standards, which we are in the process of establishing. In 
fact the whole company will be certified to ISO 9001/2008 in 
November 2013.”

Optimum performance
“It is a generally accepted fact that arm performance 

degenerates at a much faster rate than that of a stationary 
coordinate measuring machine. There are several reasons for 
an arm not to perform to specifications: poor clamping and 
unstable mounting platforms are two of the biggest culprits. 
Any kind of instability will magnify itself to the probe tip and 
create major accuracy issues. Care must also be taken during 
probing: make sure the probe is in constant contact with the 
area to be measured and always be on the lookout for points 
that are taken out of range. Finally, use the gauge with care; 
portable arms do not tolerate rough usage well. Remember, 
should an arm be damaged it will usually have to go back 
overseas for repair and in most cases this means you will be 
out of action for several weeks!”

Versatility
“Portable measurement arms can be used anywhere  

in the modern factory. They can be attached to a portable 
measurement stand, directly on a fixture or on a surface plate 
in the inspection room. It’s also not unusual to find them 
mounted on the bed of the machine tool! It is little wonder, 
then, that their popularity is on the rise. The latest arms have 
both Bluetooth and wireless integrated technology enabling 
them to be completely cable-free. Combine this with battery 
operation and they become a highly mobile device that is  
used anywhere inside or out.”

Design and measurement range
“The articulating arm coordinate measuring machine  

uses a series of rotating components around a generally  
perpendicular axis. It consists of three joints: the wrist, the 
elbow and the shoulder. Both the shoulder and the elbow  
are generally two axes; on seven-axis machines (typically  
scanning arms), the wrist has three axes of movement.  
Arm sizes are determined by spherical measuring ranges  
and are usually available in sizes from two metres to as  
large as five metres.”

Summary
“We have joined a small community of Romer certified 

labs – there are only 25 in the world and we are the first in 
Africa. Your portable measuring arm can give you high-quality 
service and provide accurate measurements. Treat it with 
care, calibrate often, apply good metrology practices  
and it will reward you with many years of trouble-free  
service.”

For more information on the calibration services  
offered by Retecon Service (Pty) Ltd contact them on  
TEL: 011 976 8600 and ask for Gillian Howard or  
Steve Gardiner. For sales contact George Sansoni on  
083 443 2018 or William on 011 976 8600
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In an era of corporate  
reorganisation, mergers, and  
globalisation, metalcasting is one of 

several critical industries that require 
a well-educated workforce in order to 
remain profitable and competitive. 
More specifically, all these industries 
are alike in requiring an immediate 
commitment to fundamental research 
— research that is essential to  
providing innovative solutions and 
technological developments for the 
brick, refractory, and insulation  
materials being used in metalcasting  
operations. Achieving these goals 
requires not only a coordinated  
commitment to education and 
research programs from the  
engineering, science, and technology 
sectors, but also requires an effective 
networking of these academic and 
industrial concerns for a qualified 
work force. Continuing education can 
achieve these goals.

The foundry industry in South 
Africa has for years been envious of 
what a number of its international 
counterparts are offered by their 
industry bodies in terms of training 
and research. The SAIF and its  
members have explored numerous 
options but there has always been a financial constraint. 

The SAIF is involved in a variety of initiatives to tackle the 
need for skills development and education in the foundry 
industry. The advent of government sponsored training courses 
three years ago, which the SAIF have been tasked to be  
custodians of and implement, and have had their contract 
renewed for another three years, led the SAIF to spearhead an 

initiative to create a hub for practical 
foundry related skills training and 
technology transfer in the greater 
Gauteng region. 

The first molten-metal pour  
on 19 September 2013 at the 
Ekurhuleni East College (EEC) for 
FET (Kwa Thema campus) in Springs, 
Gauteng will hopefully ignite a new era 
in the foundry industry in South Africa.

The Gauteng Foundry Training 
Centre (GFTC) is a joint initiative 
of the Gauteng Department of 
Economic Development (GDED), the 
South African Institute Foundrymen 
(SAIF), the Ekurhuleni East College 
for FET (EEC) and the NFTN, a  
government funded enterprise. 

The establishment of the GFTC 
on the Kwa Thema campus of the 
EEC was a strategic decision, taking 
into account that more than 50% of 
the foundries are situated in the area 
and that the EEC already hosts a 
similar centre for the tooling industry.

The foundry industry has been 
through many challenges over the 
past three decades, with a roller 
coaster economic ride, stiff  
international export competition from 
China, India and other countries, the 

surging input costs of electricity, transport and scrap metal 
and other factors. To remain globally competitive, it is therefore 
vitally important to train and upskill artisans and provide a 
secure foundation for the future of the industry.

Fast learnership programmes are not ideal but do have a 
role to play. What is needed to make the foundry industry  
competitive locally and internationally is proper training for 

Foundry industry’s vision 
of a training centre comes to fruition

SAIF instrumental in setting up the Gauteng Foundry Training Centre

The Lauds 1-3TPH high speed continuous mixer  
with a Lauds Auto-Blend 3000, which is a temperature 

sensitive blending dosing system for the mixer

The Lauds 6L hydraulic jobbing cold box core blower complete  
with the Lauds vertimix batch mixer and pump set which feeds 
directly into the Lauds skip hoist delivering mixed resin cold box  

and to the core blower on a fully automatic basis

Lauds has been responsible for supplying most of the  
laboratory equipment
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artisans. One cannot rush educational basics and a suitable 
standard of training also has to be established. 

Dignitaries, sponsors and guests from the foundry industry 
were on hand to witness the opening of the GFTC training  
centre that will indeed go a long way in tackling the need for 
skills development and education in the foundry industry.

The training centre boasts a fully equipped melting,  
chemically bonded moulding, core making, green sand moulding, 
sand testing, and laboratory testing for materials and pattern 
shop facilities. It will offer practical training of students in the 
foundry industry, over and above theoretical knowledge. 

Robert Bezuidenhout, who has been in the foundry  
industry since he was 16 and now has 47 years experience, 
was appointed the centre manager nine months ago and he, 
along with the SAIF CEO John Davies, have been working  
tirelessly to have the centre operational for the official opening.

The equipment
The GFTC has been set up in an 800 m² facility and financial  

and material (new foundry equipment and materials) support 
came from many metalcasting companies and industry  
suppliers, for which the custodians of the GFTC are grateful.

Local foundry equipment manufacturer Lauds Foundry 
Equipment have supplied a 1-3TPH high speed continuous 
mixer with a Lauds Auto-Blend 3000, which is a temperature 
sensitive blending dosing system for the mixer. 

Lauds also supplied a multi-loop line that enables the 
cores and patterns to be moved with ease and returned to the 
mixer for a continuous moulding operation. In situ there is the 
Lauds LCT1 compaction table for mould compactability and 
to ensure optimum surface finish and quality is maintained 

 The two 50 kilogram furnaces installed for non-ferrous melting

The 50 Kg cast iron induction tilt melter custom designed and 
manufactured in South Africa by HPT
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throughout the moulding process.
Included in the equipment supplied by Lauds is a 6L 

hydraulic jobbing cold box core blower complete with the Lauds 
vertimix batch mixer and pump set, which feeds directly into 
the Lauds skip hoist delivering mixed resin cold box sand to the 
core blower on a fully automatic basis.

Feeding all of this is the Lauds sand delivery system, which 
includes a fully automated 5TPH pneumatic conveyor with all 
the necessary controls for the five ton dry silica sand hopper. 
The hopper feeds the two Lauds mixers and has a vent unit 
attached to ensure no dust is present during operations of the 
filling cycles.

The Lauds scrubber ensures all fumes from the cold box 
production inside the cabinet are neutralised ensuring a green 
environment for the students to work in. 

Lauds has been responsible for supplying most of the  
laboratory equipment from Simpson Technologies, which 
includes a sieve shaker, sand rammer, a universal strength  
testing machine, a permeability machine, sand moisture tester, 
a shutter index machine and a muffle furnace.

IMP has supplied the Bruker Q2 ION metals analyzer,  
reported to be one of the smallest and lightest ultra-compact 
spark emission spectrometers for metals analysis available.  
The new generation of spark spectrometer Q2 ION primary 
applications and metal matrices include copper, aluminium 
and iron for smaller foundries, inspection companies, metal 
recycling and metal fabricators. Besides the classical analysis 
workflow, the new Q2 ION now also offers a dedicated workflow 
for positive material identification (PMI).

In the melting department HPT have supplied the 50 Kg cast 
iron induction tilt melter. Custom designed and manufactured  
in South Africa by HPT, it is equipped with the latest IGBT based  
induction power supply unit, which offers lower energy  
consumption, it has a small footprint, there is up to a 70% 
reduction in the cooling system and up to 50% reduction in 
power components as compared to similar products, says HPT. 
Maintenance is made simpler by the modular design, and  
automation comes in the form of intelligent fault diagnostic 
menus, automated functions like pre-heat/sinter, remote  
monitoring and diagnostic functions and it is very operator friendly.

The non-ferrous department has been equipped with a new 
50 Kg aluminium furnace and another 50 Kg furnace that was 

donated and subsequently refurbished before 
installation.

The latest measuring and testing equipment  
available that offers greater carbon and  
temperature measurement accuracy and speed 
in cast iron production applications, has also 
been installed. This includes a fixed Digitemp-E 
temperature measurement instrument, a 
Carbon-Lab E instrument for fast carbon  
determination in liquid steel, a handheld  
portable DigiLance IV instrument with memory 
and wireless communications for temperature 
measurement and the MeltControll Software, 
all supplied by Heraeus Electro-Nite.

What the GFTC offers
The three trades offered by the GFTC have 

been developed to fully equip students through 
an apprenticeship route. These trades are:

•	 Melter
•	 Moulder
•	 Patternmaker

The apprenticeship programmes consist of 
the three components, which will be presented 
over a period of 12 months each. In order to 

qualify the students will have to pass all the modules, which will 
include knowledge, practical and workplace skills pertaining to 
each trade.  

2014 pilot project for 20 sponsored students
The inauguration of the GFTC has been boosted with the 

announcement that 20 students will be chosen for a pilot  
project to complete their apprenticeships at the GFTC. The pilot 
group of 2014 students selected will have their course fee 
sponsored by the MerSETA. Students will also receive a stipend 
during their work experience phase to be conducted at  
foundries. Students could apply for a grant for their travel and 
accommodation during the pilot phase.

Applicants wishing to be considered are required to have  
a NQF level 4  
qualification with 
maths, science  
and engineering 
drawing (NCV 4, 
Grade 12) and the 
duration of the  
qualification,  
which begins in 
January 2014,  
is three years.

Other skills  
programmes that  
will be offered at  
the college from  
next year are  
based on the  
existing MerSETA 
courses already  
in place.

For further  
details contact  
Robert 
Bezuidenhout on 
TEL: 082 337 1473 
or John Davies on 
TEL: 011 559 6468.

The Lauds sand delivery system, which 
includes a fully automated 5TPH pneumatic 
conveyor with all the necessary controls
for the five ton dry silica sand hopper. The 
hopper feeds the two Lauds mixers and has 
a vent unit attached to ensure no dust is 
present during operations of the filling cycles

The HPT furnace is equipped with the  
latest IGBT based induction power supply 
unit, which offers lower energy consumption. 
It is located next to the latest measuring  
and testing equipment available

IMP has supplied the Bruker Q2 ION  
metals analyzer, reported to be one  
of the smallest and lightest ultra- 
compact spark emission spectrometers  
for metals analysis available.  
The new generation of spark  
spectrometer Q2 ION primary  
applications and metal matrices  
include copper, aluminium and iron  
for smaller foundries, inspection  
companies, metal recycling and metal 
fabricators. Besides the classical  
analysis workflow, the new Q2 ION  
now also offers a dedicated  
workflow for positive material  
identification (PMI)
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Sandvik Coromant’s Productivity Center

You can learn a lot about metal cutting in theory,  
but when it comes to raising productivity, nothing  
beats practical training with the machine. Sandvik 

Coromant can offer this in more than 26 Productivity  
Centers worldwide.

In the Productivity Centers, we combine theory with a 
great deal of hands-on practice, to ensure you learn about 
machining solutions as well as new applications, software, 
future machining, and tooling strategies.

Since inception over 1000 people have visited the 
Productivity Centre where they have shared knowledge  
and gained experience in the metalworking field - customers 
and employees alike. The Sandvik Coromant global database 
allows the company access to global best practices which 
Sandvik Coromant can in turn introduce into the South African 
Market.

Sandvik Coromant’s mission is two-fold. To co-operate 
closely with customers in manufacturing to improve both  
their local and international competitiveness as well as to 
assist customers in optimising their manufacturing processes 
and achieve better machine output leading to increased  
productivity and profitability. 

According to the company this is not just idle talk or  
pie in the sky. Sandvik Coromant has successfully improved 
many customer processes either using the Productivity  
Center or Productivity Improvement Programs (PIP) across 
South Africa and they continue to do so daily. 

The Productivity Center is equipped with a Deckel  
Maho DMU80T 5-axis machining center as well as a  
Mazak Integrex 200-IV S which allows the flexibility of  
design through to manufacture (industrialisation of  
components) on these machines. 

Training is an integral part of the value offer to both  
internal and external stakeholders. To best service  
customers and ensure that their processes are optimised, 
Sandvik Coromant has to ensure that their employees are  
well trained. The company invests heavily in employee  
training, ensuring that customers receive the best possible 
service in all areas. One to three day courses are available  
for the following:

•	 Material	training
•	 Machining	economics
•	 Basic	Machining	Concepts	including	speeds	 

 and feeds
•	 Advance	Machining																																																																																																																	
•	 HSM	(High	Speed	Machining)																																																																																																																					
•	 Coromant	Tooling	Systems
•	 Solid	Modelling																																																																																																																					
•	 CNC	Programming																																																																																																																										

Sandvik Coromant can also customise the training courses 
according to customers’ specific requirements. This includes 
conducting on-site training assessments of CNC machinists 
and designing a training program to meet their needs as well 
as on-site training at the customer’s premises.  

Sandvik Coromant regularly holds open days and product 
demonstrations at the Productivity Centre, which include 
super alloys and stainless steel, die and mould, machining 
economics, hard part machining, cast iron machining and 
high speed machining to name a few. 

E-Learning has also been added to the offerings.

Turnkey solutions
Innovation is naturally about developing the best  

products. The productivity centers are spread around the 
world, with more than 100 certified trainers available to  
educate customers. Sandvik Coromant are now  
demonstrating their strong common alliance with  
customers by developing turnkey solutions together with  
their customers - from concept to design to actual machining. 

Coupled with offering effective application solutions for 
delivering more efficient ways of machining and utilising 
resources related to and surrounding the machining process. 
Sandvik Coromant are improving their presence and support 
to help customers’ productivity, quality as well as lowering 
component cost.

For further details contact Sandvik Coromant on  
TEL: 0860 101 008 or Arno Minnie on TEL: 011 570 9633, 
FAX:	011	570	9709,	Cell:	082	413	9235	or	 
email: arno.minnie@sandvik.com

Sandvik Coromant’s South African Productivity Center was inaugurated in April 2005 
and accredited by Sandvik Coromant AB in June of the same year.





During the second quarter of the year, a three-month 
period described by the Manufacturing Circle (MC) as 
“weak and fragile”, the manufacturing sector appeared 

to have progressively moved to substituting jobs in favour of 
automation, making traditional manufacturing skills more 
redundant, while increasing the demand for skills related to 
robotics and mechanisation, according to Engineering News 
reports.

Citing earlier employment figures provided by Statistics 
South Africa (Stats SA), the organisation reported in its 
second quarter manufacturing survey that South Africa’ s 
manufacturing industry shed 18 000 jobs as it redefined its 
employment environment through a persistent move towards 
automation.

While not a feature exclusive to the manufacturing  
industry, development economist Dr Iraj Abedian said  
increasing labour substitution was the result of a  
destabilised labour force environment and the  
subsequent response by manufacturers to try to protect  
production levels.

“This is an indication of what is happening in the  
manufacturing labour market, and in the economy as a whole. 
When labour relations become volatile, the typical response  
is to replace labour with machines, and the currently low  
interest rate environment reinforces this,” he said at the 
launch of the survey.

Survey participants indicated that, while workers had a 
poor attitude to productivity and work in general, these same 
workers had high expectations for significant wage increases.

Abedian’s comments came as the automotive industry 
was bracing itself for an open-ended nationwide strike on 
August 19 by members of the National Union of Metalworkers 
of South Africa, which planned to protest over pay increases 
for 30 000 assembly line workers.

The survey further showed that 68% of companies  
considered the availability of skills in the sector as less than 
adequate, while pertinent skills constraints included the  
lack of production management skills, a lack of engineering 
skills and skills shortages in maintenance, automation and 
robotics.

Several manufacturers added, at the survey launch,  
that the component manufacturing, welding and structural 
steel subsectors were particularly prone to the automation 
trend, and that it was becoming increasingly cheaper to  
buy and import production technologies as wages continue  
to rise.

Despite the destabilised labour environment and  
resultant job losses, the MC reported that, based on the  
most recent purchasing managers’ index data, signs of an 
improvement in manufacturing activity in South Africa,  
as well as in the manufacturing activity of some of its  

major trading partners, had been evident during the  
quarter.

A weak rand in the first and second quarters increased 
the price competitiveness of South African manufacturing 
firms on the global market, driving a rebound in the growth 
of export sales, with about 51% of respondents reporting an 
increase in exports.

The survey noted a strong demand for locally  
manufactured goods on the continent, specifically in  
Kenya and Nigeria, as well as in other emerging market 
economies.

Similarly, the value of domestic sales gained momentum 
over the quarter, with 66% of respondents indicating a  
positive growth in the value of national sales.

Meanwhile, Abedian indicated that increasing input costs 
were a “major concern” for local manufacturers, with over 
90% of survey respondents recording higher input costs in the 
second quarter.

Similarly, imported input costs experienced upward  
pressures according to 86% of the surveyed firms, on the 
back of the weakening of the rand exchange rate.

“Other factors include high electricity prices and labour 
costs and, in this regard, one view that emerged from the 
survey pointed to the fact that the subdued domestic growth 
restrained the extent to which firms could pass on the costs 
associated with higher input prices.”

“If this situation prevails, then the industry will be less 
profitable going forward,” Abedian commented.

Further, 77% of surveyed manufacturers indicated that 
they did not benefit from government’s local procurement  
programme and did not incorporate any potential benefits 
from the programme into plans to maintain growth in their 
respective manufacturing concerns.

“Many find this programme irrelevant,” he said.
Looking ahead, the survey found that, while the  

short-term outlook for manufacturing conditions had  
worsened somewhat, respondents’ medium-term  
expectations were upbeat.

Most surveyed firms expected “fragile” manufacturing 
conditions to continue in the next six months on the back of 
elevated input costs; poor performances by South Africa’s  
primary mining and agriculture sectors; aggressive foreign 
competition; logistics and transport constraints; and  
ineffective volume planning, owing to erratic demand.

“However, for the two years ahead, most respondents  
foresee improved manufacturing business conditions,” 
Abedian said.

Results from the survey were compiled from the  
responses of 68 South African manufacturing firms, most 
of which employed up to 500 people and had a turnover of 
between R300 million and R999 million each.

Manufacturing sector sheds jobs  
as it moves towards automation
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Despite the destabilised labour environment and resultant job losses, the MC reported that, 
based on the most recent purchasing managers’ index data, signs of an improvement in  

manufacturing activity in South Africa, as well as in the manufacturing activity of some of its 
major trading partners, had been evident during the quarter
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Trailer and truck body manufacturer GRW hopes to expand 
its current production volume of 800 units a year to 3 000 
units	a	year	within	the	next	five	years,	says	GRW	Holdings	

sub-Saharan Africa group commercial executive Johan Richards.
In working towards achieving this goal, the company in  

August opened a R90 million refurbishment and service facility 
in Ekurhuleni. The site currently employs around 80 people.

“We are also in negotiations to set up an additional  
manufacturing and assembly plant for new products that will be 
added to our product basket, the exact location of which is still 
to be decided on,” says Richards.

The primary GRW manufacturing plant is in Worcester, in the 
Western Cape, with another refurbishment and service facility in 
Cape Town.

Having exported a number of tankers to Europe, GRW has 
now shifted its primary focus to Africa, and it is Richards’ job to 
grow the business into sub-Saharan Africa.

Using the Gauteng facility as a springboard, he seeks to 
appoint distributors in a number of key markets, and anticipates 
signing	the	first	distributor	before	the	end	of	this	year.

GRW manufactures a variety of tankers, refrigerated and 
dry-goods trailers and rigid truck bodies. Curtainside and  
flatdeck	trailers,	new	products	for	the	company,	will	be	launched	
early next year, while a number of other new products are also 
in the pipeline.

Another major expansion project for the company is to roll 
out truck-body service points at existing truck dealerships, 
explains Richards.

“The same rules do not always apply to the truck and the truck  
body – often a truck is kept in mint condition, but the truck body 
is in urgent need of service or repair, yet they are inseparable 
when moving goods around. Both also affect life-cycle cost.”

“Also, all too often when a customer sends a truck in for 
service at a dealership, the truck body has to be sent to another 
facility to be serviced, which is a time-consuming process.  
We want to change this. We want to provide customers with a 
one-stop service at truck dealerships.”

GRW	aims	to	develop	the	first	such	full	truck	and	truck-body	
service facility at an existing dealership on the N4 platinum 
highway, near Brits.

Richards says the company will work closely with the major 
truck brands to “maintain the requisite standards demanded by 
GRW’s customers in the transport industry.”

“We are not concerned about the brand of truck linked to 
the trailer or body — it’s all about looking at the truck and truck 
body as a holistic entity.”

Gerhard van der Merwe, CEO of family-owned GRW, says his 
team is “very positive” about the company's growth plan.

Richards, the former CEO of UD Trucks Southern Africa,  
was appointed at GRW on July 1.

Trailer, truck body manufacturer 
seeks to triple production, export into Africa



Platinum beneficiators  
call for action

The	Government’s	plans	for	major	beneficiation	in	the	 
local platinum industry following the revival of its trade 
and investment agreements with Japan have been met 

with a lukewarm reaction from the multibillion-rand  
export-oriented catalytic converter industry.

Ken Dewar, the executive director of the Catalytic  
Converter Interest Group (CCIG), has sketched a bleak picture 
for the future of the industry.

Dewar said the group had for a long time been pursuing 
platinum	beneficiation	initiatives	with	both	the	Department	of	
Trade and Industry and the Department of Mineral Resources 
but had “no idea of where it’s going”.

He	said:	“We	would	love	to	have	some	beneficiation	 
assistance for our industry. While government is making all  
the right noises, there’s nothing on the table.”

Trade and Industry Minister Rob Davies stated that the  
trade and investment agreement with Japan was likely to  

result	in	major	beneficiation	in	the	local	platinum	and	 
agricultural sectors.

The CCIG warned last year that the industry’s future was 
under threat because of a lack of clarity about long-term  
government policy and support.

It supports 5 200 direct jobs and 30 000 indirect jobs.
Dewar said that “nothing had really changed” in the past 

year to address the industry’s problems.
The CCIG has been seeking logistical support for such 

things	as	shipping,	finance	costs	and	cargo	duties	because	
South Africa is so far away from major markets.

It	said	the	five	years	of	policy	uncertainty	while	the	 
transition from the Motor Industry Development Programme  
to the Automotive Production and Development Programme 
was debated resulted in many new catalytic converter  
platforms being lost to low-cost countries such as Mexico and 
countries in eastern Europe.

Dewar said the CCIG was still working on incentives and 
support for the industry but the Department of Trade and  
Industry had indicated it would not get any further assistance 
and support from the motor industry programme.

He said the industry had also been interacting with the  
Mineral	Resources	Department	about	its	beneficiation	 
programme but the department “cannot at this stage put  
anything on the table”.

Catalytic	converters	are	fitted	to	motor	vehicles	to	reduce	 
harmful gas emissions. They are the top automotive component  
export by value, despite the value of exports declining by  
16.8 percent to R16.4 billion last year from R19.6 billion in 
2011. Exports amounted to R24.3 billion in 2008.

The decline in catalytic converter exports was largely  
responsible for the reduction in the value of automotive  
component exports by 5 percent last year to R36.87 billion  
from R38.82 billion in 2011.

This	contributed	to	the	automotive	industry’s	trade	deficit	
widening to a record R49.2 billion last year from R38.6 billion 
in 2011.

Dewar said the CCIG predicted a continuation of the  
decline in catalytic converter exports in coming years.

“Europe is the major destination for catalytic converter  
exports but is still in serious trouble. New programmes have 
been placed elsewhere and we are not seeing substantial  
[catalytic converter] investment in South Africa.”

Dewar said capacity utilisation by the industry over the 
next	four	to	five	years	was	also	forecast	to	decline	to	“quite	
serious levels at not much above 50 percent”.

He said the recent strikes in the platinum industry had  
not been of any consequence to the catalytic converter  
industry because it consumed only about 15 percent of  
local platinum production.
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Dewar said the CCIG was still working on incentives and support for the  
industry but the Department of Trade and Industry had indicated it would not get 

any further assistance and support from the motor industry programme



Scaw Metals Group was exploring opportunities in Africa 
and an international acquisition was on the cards, 
Markus Hannemann, the chief executive of the  

state-controlled secondary steel producer has stated,  
according to newspaper reports.

Local steel producers are struggling to survive amid a 
tough economic climate and Hannemann is expecting growth 
as Scaw focuses on diversifying its products and markets, 
especially in Africa.

“The Scaw Metals Group is currently considering an 
international acquisition that complements Scaw’s product, 

market and growth strategy,” Hannemann said.
The international acquisition was expected to add value  

to the group, which had projects worth R650 million on  
track in Africa in sectors including mining, rail, oil and gas,  
he said.

Outside of Africa, Scaw is focused on developing its  
Australian base where it has manufacturing facilities.

Scaw	employs	7	000	people	producing	beneficiated	 
products including rolled steel and steel wire rope.

The Industrial Development Corporation (IDC), the  
state’s	main	development	financier,	bought	74	percent	of	
Scaw from Anglo American for R3.4 billion last year. The 
unbundling of Scaw was part of Anglo’s strategy to focus on 
core assets including platinum, iron ore, copper and nickel 
producers.

At the time of the deal, Abel Malinga, the IDC’s divisional  
executive for mining and manufacturing, said the acquisition 
was part of the government’s plan to rebuild the country’s 
industrial base. 

The acquisition contributed to the 33 percent increase  
in the IDC’s revenue to R14.6 billion last year, of which  
Scaw contributed R2.2 billion.

Hannemann said Scaw had a R3.4 billion long-term  
investment plan, including a R1 billion co-generation plant 
aimed at reducing its carbon footprint and securing its power 
supply.

“The capital investment includes long-term sustainability 
investments such as the co-generation project and improving 
environmental emission equipment as local emission  
standards become increasingly strict,” Hannemann said.

He added that local independent power producers (IPPs) 
had been keen on building and running the 55 megawatt 
plant.

Previously, the company said it was willing to strike a  
long-term purchase agreement with an IPP.

“The initial feasibility study saw great external interest.  
A second intensive feasibility study is currently under way.”

Hannemann	is	a	qualified	mechanical	engineer.	He	was	
appointed chief executive on August 1 after being the head of 
operations at the group.

He said Scaw also planned to exploit the government’s 
infrastructure expenditure plan. “Government’s infrastructure 

development programme valued at R4 trillion certainly  
presents exciting opportunities for the local manufacturing 
and construction industry.”

Recently, Scaw welcomed the government’s proposed 
curbing of scrap metal exports, saying it would lead to lower 
scrap	prices	and	benefit	local	business.

Economic Development Minister Ebrahim Patel said earlier 
this year that South Africa was in favour of restricting exports 
of scrap metal.

Scrap was the key input to the majority of South Africa’s 
mini-mills and foundry businesses, Hannemann said.  

“The ripple effects of the export of quality scrap from  
South Africa have been detrimental to the local metals  
manufacturing industry. The resultant shortage of scrap has 
placed upward pressure on local scrap prices,” he said.

The metals manufacturing industry is sensitive to  
scrap costs as this represented more than 50 percent of  
total costs.

SCAW eyes an offshore  
acquisition for growth

“The Scaw Metals Group is currently considering an international acquisition that 
complements Scaw’s product, market and growth strategy,” Hannemann said
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GJ Smal Engineering is a general machining and light  
fabricating shop that serves a variety of industries but 
with companies serving the mining and related  

industries making up the bulk of the order book. The extent  
of the client list and with close to 6 000 drawings of various 
components on hand, gives the company enough scope to  
lesson the effect on production if one area is experiencing  
difficult times. 

Essentially the company processes raw material, whether 
it be sheet, plate, castings or block, 
adds value and ultimately ships a 
usable component or product to a 
waiting customer. It’s a very simple 
formula that should be followed by 
every job shop. 

Management also appreciates the 
importance of keeping the customer 
happy. Over the years they have learnt 
that this requires an in-depth  
understanding of jobs the shop 
should and should not quote on. 

Furthermore they understand that 
although the company is flexible in 

many aspects they have not been flexible enough to engage in 
other offerings such as assembly, painting, coating or testing. 
This is not the company’s area of expertise – machining and 
fabricating is.

Founded in 1984 by the late Johan Smal, GJ Smal 
Engineering had a tough beginning. Johan had been through 
a number of different positions at various companies before 
deciding at the age of 36 to see if he could qualify as a tool 
and diemaker. This he did four years later and could not wait to 

set up his own business. 
With no experience or clients 

he went ahead and purchased a 
second hand conventional lathe, a 
couple of universal mills, a surface 
grinder, a bandsaw and some other 
general engineering equipment. 
He set up shop in a garage on a 
farm in the Mapleton area, south of 
Johannesburg. For a relatively young 
Johan life looked exciting. He had a  
qualification and had started his own  
business after years of struggling. 
Then came a hammer blow.  

ShOPfRONT   fOcuS

General machining 
and light fabricating shop steps up

The new Hartford model Super Tornado HCMC 2082 heavy duty machining center supplied by Redman Engineering Supplies

Lawrence and Jeffrey Smal 
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The deal that he thought was secure when he purchased his 
equipment went sour and he lost what was a sizeable amount 
of money in 1984. Somehow he managed to refinance the 
equipment and got going.

Initially he would gratefully accept any type of work that 
came his way. These were mainly one-offs but they were  
helping to pay the bills. With a young family to support there 
were no extras. In time, the number of customers increased 
from a couple to several, and some of the small components 
that the company had machined opened doors to larger ones. 
The company had started off as a job shop operation and today 
this is still its philosophy. Small production runs are performed 
but these usually do not exceed 100. Milling, turning, drilling, 
slotting and tapping, as well as pre-machining and finishing 
are the main operations carried out on the machining side. 
Fabrication of plate and sheet was only added to the  
company’s offerings much later in its history.

Having set up shop in the Vaal Triangle area, which as we 
know has a strong mining presence, it was only natural that 
many of Johan’s clients came from the mines themselves and 
companies supplying into the industry. These relationships 
were cemented early on and today many of those clients still 
form the nucleus of the company’s order book.

Family influence
Second son Lawrence (40) joined the company once he had 

finished school.  “The company was on its feet when I officially 
joined. I had always tinkered around in the shop before joining 
Dad so had some experience of the company and the type of 
work it was involved in, but that was very limited. At the time we 
could not afford to send me for formal training so I learnt as we 
went along, and really when I look back I could not have had a 
better education,” said Lawrence. 

Youngest son Jeffrey (35) joined the company in 2000 but 
only after completing his apprenticeship as a millwright.  
“When you think about it millwrights install, dismantle, repair, 
reassemble and move machinery in factories, power plants and 

construction sites, for example. The trade had nothing to do 
with machining but it still gave me valuable experience in the 
mechanical arena and certainly has helped me over the years,” 
said Jeffrey.

Satisfied that he could leave the business in good hands 
Johan retired in 2002.

The company had in the mean time grown sufficiently to 
move from the farm into a rented factory in the Roodekop, 
Alrode area. Better business conditions also led the company to 
purchase its first CNC lathe, a Daewoo Puma, in 2001. 

“This was a big step in the company’s history and also a 
big learning curve for us,” said Jeffrey. “However, we would not 
have seen the growth in the company had we not gone the  
CNC route. That first CNC has only just been scrapped after 
churning out many components.”

Another machine that the company has had long service 
from is a Haco FAT TUR 630 2 000 mm universal CNC lathe 
supplied by Machine Tool Promotions. 

The company has subsequently purchased one more  
Haco FAT TUR 630 x 2000 MN conventional lathes from 
Machine Tool Promotions.

  Other CNC machines include a Tongtai TMV-1050A II  
CNC	vertical	machining	center	with	a	XYZ	axis	stroke	of	 
1050 x 600 x 530 mm and a Tongtai TMV-720A CNC  
vertical	machining	center	with	a	XYZ	axis	stroke	of	 
720 x 480 x 530 mm, both supplied by PBS Machine Tools 
together with a couple of Robodrills.

On the bigger side GJ Smal Engineering purchased a 
Hartford LG1000 CNC high speed machining center with  
a	10	000rpm	belt	drive	spindle	and	XYZ	axis	stroke	 
1000 x 500 x 630 mm. The machine is equipped with 20 bar 
through spindle coolant and linear guideways and was supplied 
by Redman Engineering Supplies.

Heavy engineering - investing in a heavyweight
The size and/or weight of components required for heavy 

engineering projects means only those having machines  

The Haco FAT TUR 630 x 2 000 mm universal CNC lathe  
supplied by Machine Tool Promotions

The Tongtai TMV-720A CNC vertical machining center with a XYZ 
axis stroke of 720 x 480 x 530 mm supplied by PBS Machine Tools

The company machines many components 
from block

Cente: A component that has been machined from block, which can be seen in the background. 
Pre machining, slotting, helical milling and final machining operations are performed on the 
400 Kg block and the final component weighs in at about 100 Kgs. The total machining time is 
between 16 and 17 hours. Right: A hub that has been machined
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of sufficient physical capacity can compete for forthcoming 
contracts. Large machine tools rarely come cheap, so making 
the right investment choice is vital in the interests of business 
prosperity at any manufacturer.

Essentially, a booming order book urgently demanded extra 
spindle availability for GJ Smal Engineering – “and Redman 
Engineering Supplies was the only machine tool supplier  
which could meet that demand with a machine of suitable 
specification and at the right price,” says Jeffrey. “Before  
buying the machine, we travelled to see a similar model in 
action at another Redman customer. We were impressed with 
what we saw and with the views of the user. Since the Hartford 
was installed, it has literally made a big difference to the size 
of components we can handle.” 

“The machine we purchased was a Hartford model Super 
Tornado HCMC 2082 heavy duty machining center equipped 
with a GSA 320 mm CNC rotary table, 6000 rpm gearbox drive 
spindle,	XYZ	axis	stroke	of	2060	x	820	x	660	mm,	20	bar	
through spindle coolant, box slideways and we added the  
4th axis,” explained Jeffrey.

“We know it is not the biggest machine around, but for  
the type of work that our clients were asking us to do it  
certainly can accommodate our requirements and also give us 
the scope to chase work that involves larger components.  

Right: The first Hartford LG1000 CNC high speed machining center 
that the company purchased comes with a 10 000rpm belt drive 

spindle and XYZ axis stroke 1000 x 500 x 630 mm. The machine is 
equipped with 20 bar through spindle coolant and linear guideways 

and was supplied by Redman Engineering Supplies

The Tongtai TMV-1050A II CNC vertical machining center  
with a XYZ axis stroke of 1050 x 600 x 530 mm supplied by  

PBS Machine Tools
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An example is a 16 mm plate where, once it is cut to 
size on our profiling side, we have to carry out drill,  
tap and bore operations and the Hartford can more 
than handle it.”

Stepping up to the plate - Profiling
GJ Smal Engineering has traditionally been a machining 

shop since its inception and where it was required, shopped  
out any profiling requirements. However, demand for faster 
deliveries of cheaper parts, and lack of service by outside  
suppliers in this area led the company to make a decision to 
invest in their own equipment. 

This decision took place in 2011 when the company  
invested in two plasma profiling machines and both come 
equipped with an oxyfuel cutting option. 

“We don’t intend to become a service centre. The machines 
were installed purely for our in-house requirements. Both 
machines have a bed size of 5 x 2,5 metres and the other one 
takes 3 x 1.5 metre sheets. We can cut up to 100 mm thick 
plate but it is very rare that we get such a request,” explained 
Jeffrey.

“We have also purchased some press brakes with the  
largest being a 200 ton with a bending length of 3.2 metres.”  

“It is a service that we have offered but never had control 
of until we invested in our own equipment. In this area we can 

do production runs. One example 
is foot rings where we fabricate 
between 2 000 and 3 000 a 
month, depending on the client’s 
requirements.”

Growth in the business saw  
the company purchase its own  
900 m² factory in 2006. This  
has now increased by a  
further 1 000 m² with the  
completion of a new purpose  
built building.

“The new building, which is 
across the road from our current 
building, houses all our machining 

operations and  
the original  
building houses 
the plate and sheet 
operations. We not 
only needed the 
extra space but  
also needed to 
separate the two 
disciplines.”

The company 
staff compliment  
is now at 44,  
working six days  
a week and it has  
a night shift  
operating for five 

of those days. It makes use of SolidWorks, Sigmanest and 
Mastercam software programmes and machines most types of 
metals including stainless steel, copper, phosphor bronzes  
and the hard wearing metals. The company machines from 
block and to a lesser extent castings. Currently the mix is 
70 percent machining and 30 percent light fabrication. 
Components are numerous and these include bosses, bushes, 
shafts, end shields, bolts, clamps, sockets and pump  
components to name a few. It also offers TIG and MIG welding. 
It has some big name mining supply companies on its client 
list, with some that have been associated with the company 
since its inception.

“Through our continuous improvement programmes and 
investment in new technologies and equipment, we are now 
better prepared for the future and can focus all of our  
resources on delivering high quality components, on time and 
in budget,” concluded Jeffrey.

For further details contact GJ Smal Engineering on  
TEL: 011 865 1907.

An overhead view of the machine shop. The new  
Hartford model Super Tornado HCMC 2082 heavy duty  
machining center supplied by Redman Engineering  
Supplies can be seen in the right foreground. The machine 
is equipped with a GSA 320 mm CNC rotary table,  
6000 rpm gearbox drive spindle, XYZ axis stroke of  
2060 x 820 x 660 mm, 20 bar through spindle coolant,  
box slideways and a 4th axis

An example where 16 mm plate is cut  
to size on the profiling side, then the  

company carries out drill, tap and bore  
operations on the Hartford

One of the profile  
cutting machines

Plate being cut

The company also has a press brake in its  
fabrication section
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Growth is the “prime directive” for any 
manufacturer, however saving operating 
costs in all departments and boosting 

staff moral will reap the rewards a lot quicker 
and, once implemented, will be far more  
sustainable than increased orders. Cost savings 
are recognised immediately on the bottom  
line and will often leverage funds for more  
investment in technology and processes that  
are at the heart of the company’s core.

Executives need to constantly look at their 
operation to ascertain where they can be  
more productive and set out a programme of  
implementation, whether it is in the short,  
medium or long term. Foundries have many  
opportunities to adhere to cost saving  
measures especially if you consider the  
wastage that takes place in the melting  
areas.

One such foundry doing just that is  
Lusafrica. The programme of change in the 
company started some years ago. Some  
changes were forced upon the company  
but most were decided upon because of 
management’s assessment of the company’s 
situation.  

“We began by adding 2500 m² of  
extra	floor	space	to	the	existing	foundry,	 
moulding machines were moved around,  
and a dust extraction unit was installed as well 
as a new crane. Effectively we reduced the bottlenecks that 
were hindering production,” said Paul Coelho, one of two sons 
of the founder, working in the company.

“The improvements led us to look at the whole operation of 

the business. We wanted to add value where we could and also 
take control of the elements of the business where we were 
relying	on	outside	influences,”	Paul	continued.

“Once the foundry was operating the way we wanted it to we 
then looked at the pattern store. We realised it was a mess  

The latest equipment – an Inductotherm VIP Power-Trak and two 120 kilogram bodies –  
has increased capacity and productivity in its bronze melting department.

Lusafrica executives constantly look  
at their operation to ascertain where they  
can be more productive

A pit where larger castings are poured A pour taking place

The most recent acquisition for the foundry’s melting department is an Inductotherm 
125kW VIP Power-Trak power supply, connected to two push-out furnaces, which was 
supplied by Cerefco. The 120 kilogram bodies are removable crucible furnaces, which  
will give the foundry the ability to remove the crucible from the furnace and pour 
directly into their moulds without having to transfer the metal via ladles. It also provides 
Lusafrica with the flexibility to use multiple crucibles depending on the type of alloys 
they want to melt, and by using different crucibles, they are able to avoid any cross  
contamination. A furnace selector switch also allows them to switch furnaces and  
provision has been made for a third furnace for future demand 
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and we were wasting valuable time locating patterns. First we 
put	in	a	mezzanine	floor	to	create	extra	space	and	catalogued	
the over 5 000 patterns that we have in store. Each and every 
pattern is recorded on computer and it now takes less than a 
minute to locate any particular client’s pattern,” commented 
brother and fellow director Pavel.

“Next we looked at the quality of the castings, mainly  
on	the	surface	finishing	side	and	the	time	it	was	taking	to	 
cast.	Although	we	had	improved	our	efficiencies	greatly	by	 
reorganising the foundry we knew there was still a lot of room 
for improvement,” Pavel said.

“So we both decided to visit GIFA and we were amazed at 
the equipment that was on display. We had done our homework 
before going and we soon found what we were looking for.  
The knowledge that we gained by talking to the international 
companies has also been invaluable,” Pavel said.

“We placed the orders for two Omega Spartan 3 PLC  
controlled sand mixers, each with 20 ton capacity, as soon  
as we returned from GIFA. One of them is the pivotal type  
and the other one is an articulating type. Since installation  
we can see a huge difference in our production times,”  
he continued.

“With our old Omega 22s we were taking 35 minutes  
to mould and set a one ton casting and now this same  
operation is taking us only 12 minutes. Because the machines 
are PLC controlled we have complete control of the process. 
Sand temperatures are monitored and adjusted automatically 
and before we start the process we know exactly how much 
sand, resin and catalyst to use and what the moulding time  
will be,” Pavel continued.

With a constant eye on costs, Paul was pleased to say that 
costing a casting is far more accurate these days.

In	addition	Lusafrica	also	purchased	a	second	five-ton	an	
hour sand reclamation plant and today, although the company 

consumes 60 ton of new sand a month, 90 percent of the sand 
is reclaimed.

With the power shortage and shedding problems that  
beset South Africa the company then had to invest in an one 
megawatt generator, which keeps the whole company running 
in times of need. 

“We were not happy that we had to make this R1.5 million 
‘out of the ordinary’ capital equipment investment at the time, 
but in hindsight it has more than paid its way, and as a result 
we have not let our clients down with late deliveries because of 
not having energy,” Paul explained.   

Lusafrica followed up this investment when the company 
purchased a larger baghouse/dust extractor and a wet  
scrubber, approximately two years ago.

“This took care of air quality within the foundry and also 
gave us an opportunity to make money out of the ‘waste’.  
The resultant offshoot of wet scrubbing is sludge that is sold  
to the brickmaking industry,” said Paul.  

Staff welfare
The foundry has operated from the same site in Industries 

East, Germiston, Gauteng since its inception. As a result ‘tired’ 
looking buildings that had not had a coat of paint for a number 
of years have been spruced up, rooftops have been replaced 
with modern, environmentally friendly materials that allow in 
more natural light, as well as a general clean up of the factory 
and	office	facilities.

“We are currently building an outdoor area that will allow 
the staff to relax in a more friendly atmosphere, during their 
breaks. It will include cooking facilities and a grassed area with 
trees and plants to enhance the space,” said Paul.

“But the biggest investment has been in the staff changing 
rooms.	We	completely	revamped	this	area	to	a	five-star	facility	
that includes natural lighting and a hot water system that uses 
the natural elements and ensures that there is no shortage.”

“All these upgrades have allowed us to not only increase  
the morale of the staff, which naturally increases their  
productivity, but also to make savings on electricity costs,” 
continued Paul.

New fettling area and laboratory
The company is currently building a new fettling area that 

will take it out of the foundry space while also allowing a  
better	flow	of	castings	from	the	pouring	and	cooling	section	 
to despatch. In addition this area will include the company’s 
shot blasting activities that will be upgraded with new  
equipment.

“More importantly we have built a new building that will 
house our laboratory in future. It is not quite complete yet but 
will give us a huge boost in our testing and quality checking 
operations. It will house all the usual equipment including a 
spectrometer, which we have never had before.”

A casting in the fettling bay A large casting manufactured by Lusafrica

The company purchased a larger baghouse/dust extractor and  
a wet scrubber, approximately two years ago
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The latest investment – an Inductotherm VIP Power-Trak 
and two 120 kilogram bodies for melting bronze

The most recent acquisition for the foundry’s melting 
department is an Inductotherm 125kW VIP Power-Trak power 
supply, connected to two push-out furnaces, which was supplied 
by Cerefco. The 120 kilogram bodies are removable crucible 
furnaces, which will give the foundry the ability to remove the 
crucible from the furnace and pour directly into their moulds 
without having to transfer the metal via ladles. It also provides 
Lusafrica	with	the	flexibility	to	use	multiple	crucibles	depending	
on the type of alloys they want to melt, and by using different 
crucibles, they are able to avoid any cross contamination. A 
furnace selector switch also allows them to switch furnaces and 
provision has been made for a third furnace for future demand. 

 To save on costs, Pavel, who is the more technically minded 
of the two brothers, did the installation himself and Cerefco 
commissioned the installation.

The new furnaces were installed as a cost-saving measure. 
"We crunched the numbers and realised we were spending 
more per year to run the old reverb furnace than it cost to  
purchase and operate new ones," stated Pavel.  

 “Our old furnace had been in operation since the 1970s and 
was energised with foundry coke. However the cost of foundry  
coke,	compounded	by	the	difficulty	in	obtaining	foundry	coke,	
pushed us to look at new and also induction,” explained Pavel.

“We have since lowered our scrap rate with the new  
furnaces by exacting precision metal treatments on each melt 
and maintaining tight sand control," Pavel emphasised.

History
Founded in 1975 by Tulio Coelho the company started  

trading as Lusafrica Founders in 1978. Eldest son Paul joined 
the company in 1988 and brother Pavel in 1993.

Lusafrica's speciality is the production of pump castings, 
namely horizontal split casings, volute casings, impellers, 
bearing housing, diffusers, delivery covers and suction covers. 
However, being a jobbing foundry they can supply virtually any 
type of castings of any shape and complexity.

Recognised as a foundry that supplies many of the major 
pump manufacturers in South Africa, Lusafrica now regard 
themselves as a one stop jobbing foundry that takes on castings 
from one kilogram and up to one ton. They cast in grey iron,  
SG iron, Meehanite, bronzes and aluminium.

Lusafrica is one of only three foundries in South Africa that 
operates a Meehanite licence, which has just been renewed 
until 2016. This Meehanite licence acts as the company’s ISO 
quality management system.

Although Lusafrica are casting all the various ranges of  
Meehanite, by far the most popular is the HS range, which is a 
heat resistant range and CB3, which is used in castings where 
acid resistance is of utmost importance. 

Moulding is done by the Furane process, with cores in Furane  
and CO2 and Lusafrica are tapping about 40 tons of grey iron 
and 60 tons of SG iron a month. On the bronze side the company  
casts	about	five	tons	a	month	with	a	maximum	size	casting	of	
30 kilograms. The staff compliment is currently 40.

“We will continue to look at various commercially available 
services	and	technologies	that	will	reap	the	financial	rewards	for	
us and our clients. It does not happen overnight but if you are  
not looking for opportunities you are losing out,” concluded Paul.

For further details contact Lusafrica Founders on  
TEL: 011 873 8910



44   METALWORKING NEWS   v 12. 5   November 2013

Setting new capabilities in machining 
at U & L Engineering

Rebuilding and reconditioning is an important line of  
business for users of construction, earth-moving and 
agricultural equipment. For the equipment owners and 

operators, rebuilding makes economic sense, particularly  
with regard to the hydraulic components. Since 2006,  
rebuilding has been in such demand at U & L Engineering  
that it has now added CNC machining capabilities to its shop,  
in	order	to	fulfill	its	requirements.

Among the critical components now installed at U & L  

engineering is a Hurco TM12 CNC heavy duty lathe that has  
a travel of 305 x 1016 mm, a maximum turning diameter of 
550 mm, turning length of 1000 mm, a bar capacity of 102 mm 
and a spindle of 2.8k, 604 Nm @ 870 rpm. 

“This is the biggest lathe sold by Hurco in South Africa and 
it	is	one	of	the	first	machines	to	be	installed	in	South	Africa	
with the re-branded livery, that was only launched a few months 
ago,” said Ulrich Olivier U & L Engineering’s owner.

“We	chose	the	Hurco	because	of	the	power	and	flexibility	of	
the integrated Hurco control powered by WinMax®. The control 
can	be	programmed	on	the	shop	floor	with	Hurco's	patented	
conversational programming or industry standard NC,”  
continued Olivier.

The second major capital equipment purchase by U & L this 
year is a Sunnen HTA-4100 horizontal tube hone with a four 
metre stroke, allowing the company to resurface scratched and 
rusted cylinder barrels as well as manufacturing new barrels. 
The machine comes equipped with a powerful Siemens PLC 
with colour touch screen controls, electrical functions of the  
system in conjunction with standard push buttons and a joystick.

“This	is	the	first	time	that	we	have	ventured	into	the	CNC	
domain. It became necessary for us to go this route because  
of the increased volume of orders that the company has  
experienced over the last few years. Bringing this previously  
outsourced machining work in-house has helped U & L to 
increase its revenues, add new staff and to improve delivery Ulrich Olivier - U & L Engineering’s owner

Hydraulic cylinders are used in a multitude of applications and come in a number of different sizes
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schedules and costs for customers.”
“These were the principles that the company was founded on  

in 2006 and we intend to maintain these principles going forward.”
The main focus of U & L Engineering today is refurbishing 

hydraulic cylinders. However, it was not so for the company in the  
beginning. At the tender age of 24 Olivier believed that he could 
start his own company, even if he did not have a product that he 
could sell or offer a service that was necessary to an end user. 

What he did realise was that there was a need for  
refurbishing of wear parts and better still if he could do it ‘on 
the	fly’	or	onsite.	

"Simple economics dictate that there are always going to be 
customers who are going to be rebuilding machines, especially 
in this economic climate. We have customers who are tearing 
down	machines	in	the	field	and	completely	rebuilding	them.”	

“When I started I did not seek any work that required  
elaborate or complicated machining operations. It was simple 
cutting, turning and welding repairs to components that could 
be easily and quickly refurbished and returned to the customer. 
Of course this is the source of other more complicated and  
bigger requests and if I was going to progress then I would  
have to increase my service offerings.”

“Before I knew it I was renting a small factory in Anderbolt, 
Boksburg,	took	on	my	first	two	employees	and	purchased	my	
own machines. One staff member was a machinist and the 

other was a turner and we acquired some  
conventional machines. That was in 2007.”

“I	also	purchased	my	first	Sir	Meccanica	portable	
line boring and welding equipment. This gave us the 
opportunity to do the repairs or refurbishment onsite 
whereby we would carry out boring, overlay welding 
on inside and outside surfaces, and drilling and  
tapping operations. Offering this service eliminated 
the need to disassemble the equipment, reduced down  
time and avoided costly transport to a repair shop.”

“This side of the business has kept on growing 
over the years and compliments the machine shop 
in many ways. We now have seven sets of the  
Sir Meccanica equipment of varying sizes and  
configurations	for	different	applications.”

“More importantly we have purchased two 

service vans that are permanently on the road servicing clients, 
both locally and cross border. You will be surprised at the  
locations that our vans have travelled to and what repair work 
they have carried out.”

Hydraulic cylinders 
“Hydraulic cylinders are used in a multitude of applications 

and come in a number of different sizes. We have been  
repairing, refurbishing, rebuilding and manufacturing new  
hydraulic cylinders for several years including hydraulic cylin-
ders	for	challenging	applications	in	the	most	difficult	of	envi-
ronmental conditions. We rebuild to OEM spec and now that we 
have the Sunnen HTA-4100 horizontal tube hone, supplied by  
Micron Technologies, we can salvage a cylinder with honing, and  
the cost and time for the customer is a fraction of replacement. 
In the current economy, customers appreciate this."

"We can replace the barrel, rod, rod eyes, head/seal areas, 
hydraulic lines and connections, or custom-fabricate new  
cylinders to spec," explained Olivier.

“We have worked on Sumitomo, Caterpillar, Hitachi, Komatsu,  
Terex, Kawasaki, Volvo Bell, Foxton, Doosan and Liebherr  
cylinders to name a few. On average we turn out about 130 a 
month	and	are	looking	to	increase	this	figure.	Depending	on	
what has to be done our turnaround time is three to four days.”

“Stripping and assembly has its own building which also 
houses the test bench. All cylinders are supplied with a test 
certificate.”

“We have also built a new 600 m² building to house the 
Hurco lathe and the Sunnen tube hone, with a view to  

The Hurco has been purchased to manufacture a number  
of ancillary components that need to be replaced or repaired.  

These include bushes, pins and others 

The new Sunnen HTA-4100 horizontal tube hone supplied by  
Micron Technologies that U & L Engineering has recently installed

The new Hurco TM12 CNC heavy duty lathe that has a travel  
of 305 x 1016 mm, a maximum turning diameter of 550 mm,  
turning length of 1000 mm, a bar capacity of 102 mm and a  

spindle of 2.8k, 604 Nm @ 870 rpm





48   METALWORKING NEWS   v 12. 5   November 2013

increasing our CNC machining capacity in the future. We  
installed a 15 ton capacity crane so we are well catered for in 
this area. It cost us over R400 000 to upgrade our electricity 
capacity, taking it from 100 amp to 250 amps.”

“The old machine shop consists six conventional lathes all 
equipped with DROs and we can turn up to three metres  
between centres, a TOS horizontal boring mill, as well as a 
Scharman 120 boring machine.”

“When repairing, refurbishing, rebuilding and manufacturing 
new hydraulic cylinders there are a number of ancillary components  
that need to be replaced or repaired. These include bushes, 
pins and others. Most of this work was shopped out but now 
that we have the Hurco this will all be done in-house. We have 
taken the decision not to manufacture on order but rather hold 
stock on these smaller components and this is where the Hurco 
will be very handy. It will give us the opportunity to machine our 
own shafts. Ultimately we are going to be able to machine to 
tighter tolerances, machine more and varied components and 
bring our costs down which we will pass onto the customers.”

“We are not limited to the cylinders and these components. 
We still refurbish a number of other wear parts, for example 
buckets, h-frames, dippers and other mining and construction 
equipment wear parts. A client can deliver his machine to us and  
we will strip, repair and assemble so they don’t have to have the  
hassle	of	finding	service	centres	to	complete	the	different	 
operations.”

“If we need any grinding work done my wife runs a precision 
grinding shop in Apex Industrial, Gauteng so we send her the work.”

About U & L Engineering
When visiting U & L Engineering you do not 

get the impression that there is a relatively newly 
established machining and service shop that is on 
the rise because directions are to a small holding in 
Putfontein, Benoni, Gauteng. But once you drive down 
the gravel road, past the high walls and gates you get 
a very different impression. The company was formed 
in 2006 by Ulrich Olivier and in 2007 he employed his 
first	two	staff	members.	That	same	year	Olivier	rented	
his	first	factory	in	Anderbolt,	Boksburg,	Gauteng	and	
purchased his initial manufacturing equipment.

In 2008 the company moved to the small holding 
taking up occupation in three relatively small garages. 

In 2009 the company built a 300 m² building, and in 2012 took 
occupation of a 320 m² building followed by a further expansion 
of a 600 m² building.

The company now employs 35 staff, which includes six 
turners,	one	machinist,	three	boilermakers,	nine	fitters,	two	job	
inspectors and one honing machinist.

Besides running a machine shop that caters for most of its 
needs the company is very active in onsite machining and  
welding, carries a stock of components, bar and tube and has 
an all important modern test bench to certify the hydraulic  
cylinders it has repaired, refurbished, rebuilt or manufactured.

For further details contact U & L Engineering on  
082 311 6045.

A view of the original machine shop which houses the  
conventional equipment

Work being carried out on the TOS horizontal  
boring mill

Stripping and assembly has its own building which also houses the 
test bench. All cylinders are supplied with a test certificate

“I also purchased my first Sir Meccanica portable line boring and  
welding equipment. This gave us the opportunity to do the repairs or 

refurbishment onsite whereby we would carry out boring, overlay welding  
on inside and outside surfaces, and drilling and tapping operations. 

Offering this service eliminated the need to disassemble the equipment, 
reduced down time and avoided costly transport to a repair shop.”
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Gear Pump Manufacturing (GPM) is 
located in Cape Town, South Africa 
and has been involved in the  

manufacture and assembly of SAE  
mounted pumps and components since 
inception. These components include gear 
sets, shafts, gear housings, end covers, 
bearing carriers, thrust plates, bearings 
and bushes, seals, retainers, dowels  
spacers, keys, fasteners, rings and clips 
and other small part components. 

Approximately 70% of the company’s 
production is exported to countries in  
North and South America, Europe, the 
Middle East, South East Asia, Africa and 
Australasia. 

When GPM opened its doors for  
business in 1985 the company relied on  
a foundry that was located ‘down the 
street’ from its main facility, for its  
casting requirements. 

“Gearings Foundry had always been a 
reliable supplier and we never had a  
problem with them. However we had to 
make a big decision in the company’s  
history when Gearings management shifted the emphasis of 
their	business	and	we	did	not	fit	into	their	plans	going	forward.	
We either had to look for an alternative supplier or open up 
our own foundry,” said Tony Payne, GPM founder and MD, at 
the time.

“We decided to go the in-house route because we did not 
want to end up in the same position again. Additionally we did 
a feasibility study and found that potential suppliers were just 
too far away from us. We realise that the foundry business is 
not our core business but the move is also a strategic one in 
that not only will we be in control of our own destiny, but will 
also improve our costs, our competitiveness and boost our 
profitability,”	said	Payne.

That decision was taken back in 2001 and current 

management says thank goodness Payne and his colleagues 
had the foresight and were brave enough to move into the 
foundry industry. Since then the GPM foundry, known then 
as	Engineering	Technology	Services	(Pty)	Ltd,	has	flourished	
and Gearings Foundry, which was established in 1876 and 
changed its name to CME Foundry in 2005, ended up on the 
scrap heap in 2009.

In order to accommodate the foundry a new building was 
constructed on the existing GPM premises in Epping Industria, 
Cape Town. 

Two one-ton Inductotherm melting furnaces with VIP 
controls were sourced from the UK and core shooters, a sand 
mixer and a shotblast machine were acquired from Gearings. A 
new sand plant, a turnover strip machine and a vibrating table 
were ordered and soon GPM had their own foundry up and 

Machining operations complemented by the development of in-house foundry 
at Gear Pump Manufacturing.

Bringing it all together

Metal being transferred to a ladle. The foundry makes use of two 
one-ton Inductotherm melting furnaces with VIP controls

Castings in the cooling process

GPM management: Gerry Coward, Mark Frankin and John Barnard
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casting. Although they had  
been getting their castings 
made via green sand at  
Gearings, with their new foundry 
GPM decided to change to a  
furane resin based sand system. 
The foundry also reclaims most 
of its sand.

More recently the company 
has invested in an Oxford  
Instruments spectrograph.

Initially the foundry had a 
compliment of eight staff but 
this has now grown to 29 on a 
single shift basis. So have the 
tons of metal cast per month. 
Twelve years ago 35 tons of grey 
iron and SG castings were cast 
on average per month. This has 
now grown to a 100 tons melted 
or which 60 tons are saleable 
castings per month with a mix of 
40 percent CGI and SG castings 
and the remainder made up of 
grey iron.

Without the pressure of having to supply castings  
outside of the business, the company still manufactures  
on a ‘just in time’ basis to suite their own requirements.  
The company also has over 200 different patterns in its  
store and some castings manufactured weigh up to  
21 kilograms. 

Machining and assembly
The primary focus of the business is the manufacture,  

assembly and repair of SAE mounted pumps and components. 
As this side of the business has grown so has the foundry. 
Physically, the foundry has been expanded by more than 50% 
since its inception in order to cater for the increased volumes. 

A general view of the foundry
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Sustained and rising demand for scrap metal has made 
prices climb worldwide, particularly for the premium grades of 
scrap so valuable to primary steelmakers and iron and steel 
foundries. With this in mind and in the interests of the  
environment and to further contain costs, the company has 
invested in a swarf pelletising machine. Consequently, a large 
portion of the foundry raw material is obtained by pelletising 
iron and steel swarf 
and off cuts from the 
GPM machining facility. 
Bronze castings for the 
machining of thrust 
plates are produced 
in a similar fashion. 
Reclaimed machining 
coolants and cutting 
oils are also recycled.

The foundry enables 
GPM to ensure the  
quality of the castings 
that are used in the 
product range, which 
includes hydraulic  
bushing pumps, bearing 
gear pumps, power take 
offs and some valves. 
Up to 10 000  
castings of various 
shapes, sizes and 
weights are  
manufactured monthly 
and the synergies can 
be clearly seen between 
the foundry and machine shop.

Before the castings can be used 
they must undergo precision  
machining and as a result GPM has 
been equipped with numerous  
state-of-the-art CNC machines and 
specialist task performing machines. 
On	the	shopfloor	there	are	13	 
machining centers, six CNC lathes,  
two CNC angle approach grinders,  
a surface grinder and six gear  
hobbing/shaving machines.  

With the numerous amounts of 
and the variety of castings needed to 
be machined every day the machine 
shop is operating three shifts a day, 

five	days	a	week.	However	it	is	not	just	machining	castings.	
Forgings and bar stock are also amongst the mix.

Assembly, testing and other operations are also an  
important aspect of the company. For example it has its own 
deburring department using ceramic abrasives and  
additionally there is the heat treatment department.

The volumes of pump assemblies have more than  
quadrupled during the last few years and this necessitated  
the construction of a new and substantially larger pump  
assembly area, as well as new and upgraded test stands.  
All assemblies are tested on computerised test stands,  
which	have	multiple	flow,	pressure,	temperature	and	speed	
testing capability.

The shop continues to add to its wealth of internal  
manufacturing capabilities as needs arise. Having nearly  
all requisite processes in-house and performed by trained 
shop personnel not only allows quicker deliveries to  
customers, but helps to ensure that the documentation  
is properly maintained for every job.

Quality assurance
The company been accredited in accordance with the  

ISO 9001-2008 standard since 1992 and the quality  

Castings that still need to be machined Various stages of machining of a component from blank

Machining,  
assembly  
and test of  
components 
forms a big  
part of the 
company

The volumes of pump assemblies have more than quadrupled during the last few years and this 
necessitated the construction of a new and substantially larger pump assembly area, as well as 
new and upgraded test stands. All assemblies are tested on computerised test stands, which have 
multiple flow, pressure, temperature and speed testing capability
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management system makes use of statistical analyses to 
determine manufacturing process capability. The stability  
of manufacturing processes is continuously monitored  
and managed via machine run charts. In line with GPM’s  
technology investment philosophy, they have recently  
invested in a 3D co-ordinate measurement machine.  
This	has	increased	productivity	by	means	of	faster	first-off	
measurement as well as enabling expanded statistical  
sampling checks.

History of Dosco GPM Holdings
Tony Payne, who is now retired, established GPM in  

1985 and was instrumental in establishing the foundry in 
2001. Before that the company tied up with Dosco Precision 
Hydraulics (established 1989), a company focused on  
hydraulic pump repair and remanufacturing, based in  
Johannesburg. Together the companies formed  
Dosco GPM Holdings (Pty) Ltd in 1998.

In 1999 Dosco GPM Holdings acquired a 100% interest 
of Debex Cape (Pty) Limited (established 1988) which was 
renamed (GPM) Gear Pump Manufacturing (Pty) Limited.  
GPM manufactures a comprehensive range of both  
bearing and bushing cast iron gear pumps / motors and  
flow	dividers.

The holding company is  
continuously searching for ways  
to improve service levels and  
effectiveness throughout the world. 
In 2000 (GPD UK) Gear Pump 
Distributors (UK) Ltd, located in 
Bromsgrove, Midlands, was  
created to distribute the GPM  
product throughout the United  
Kingdom, Europe and the Middle 
East. This dedicated pump  
workshop is able to assemble,  
test and despatch units the  
same day.

In 2003 (GPD AUS) Gear Pump 
Distributors Australia (Pty) Ltd, 
located in Sydney, was created to 
distribute products manufactured 
by	GPM	into	the	Asia	Pacific	region.

In 2004 (MTS) Manufacturing 
Technology Services (Pty) Ltd.  
was set up to manufacture 
specialised housings, shafts  
and couplings primarily for DPH.  
As such, MTS is a specialist  
machine shop and is equipped  

with all the necessary machine tools to perform this function. 
This concept proved very successful and MTS now performs 
work previously done by subcontractors and to a higher quality 
standard and quicker turnaround time.

Precision Hydraulics International was established in  
2008 to oversee the Groups international operations.

Dunford Holdings
In 2011 Dunford Holdings acquired a majority  

shareholding in Dosco GPM Holdings. Dunford Holdings is 
based in Durban and is headed up by brothers Tommy  
and Graham Dunford. Included in the Group is another  
foundry - Jos Grieveson – a versatile KwaZulu Natal foundry 
producing ferrous and non-ferrous castings for the sugar, 
valve, mining, heavy duty vehicle, motor, crusher, shipping  
and general engineering industries in KwaZulu Natal, as well 
as Gauteng. 

Since the acquisition, all companies have been  
consolidated under one group structure although they  
continue to trade under their individual names.

For further details contact Gear Pump Manufacturing 
(GPM) on TEL: 021 531 9330 or Dunford Holdings on  
TEL: 031 507 3640 or visit www.gearpumps.co.za

GPM runs a number of Leadwell machining centres  
and lathes supplied by WD Hearn

Gear machining forms an integral part 
of the machining operations

Grinding operations are carried out on specialist machines
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The International Federation of Robotics (IFR) announced 
the publication of its updated research study titled  
"Positive Impact of Industrial Robots on employment." 

The study, conducted by METRA MARTECH Limited, London, 
UK, found that more than two million jobs will be created in 
the next eight years because of robotics in industry. "Our study 
proves that robots create jobs," said Gudrun Litzenberger,  
General Secretary of IFR. "It is a matter of fact that  
productivity and competiveness are indispensable for a  
manufacturing enterprise to be successful on the global 
market. Robotics and automation are the solution. 
Certain jobs may be reduced by robotics 
and automation but the study highlights 
that consequently many more jobs are 
created!"

Summary of the study 
The authors of the study see robots 

creating jobs primarily due to the use 
of robots in new product development, 
current industry expansion, and  
downstream job development. 

"A much larger source of employment, at least partly due to 
robotics, is the newly created downstream activity necessary to 
support manufacturing which can only be done by robots."

"Positive Impact of Industrial Robots on Employment"  
by Metra Martech February 2013

Study findings at a glance
Direct employment due to robotics is 4 to 6 million jobs  

created in world manufacturing through 2011, represented by  
3 to 5 jobs created per robot in use.

Indirect employment created as a result of robots increases 
this number to 8 - 10 million jobs.

It is projected that 1.9 to 3.5 million jobs will be created by 

robots in the next eight years.
When manufacturing 

jobs are saved, jobs  
throughout the  
community where 
the factories 
are located  
are also  
saved.

 
The study  
illustrates opportunities for manufacturers 

to participate in the rebalancing of  
worldwide manufacturing using robots to level 

the	playing	field	resulting	in	increased	higher	
paying jobs.
Generally, countries where manufacturers have 

embraced the use of robots have resulted in greater 
manufacturing output and lower unemployment.  

The study notes driving forces for using robotics:
•	 Increasing	manufacturing	precision;
•	 Manufacturing	production	consistency;
•	 Reduce	work	related	accidents	&	injuries;	and
•	 Lowering	labour	costs.

Automation increases competiveness and creates new 
downstream jobs

The effect of the application of robots is a rebalancing of 
world manufacturing economics enabling traditionally higher 

bETTER   PROducTION

Robots improve manufacturing success 
and create jobs

More than two million jobs will be created in the next eight years by robots.
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labour rate countries to compete in world markets.  Greater 
competiveness results in increased sales of manufactured  
products leading to increased number of manufacturing jobs 
and creates higher paying support jobs. This is a direct result 
in the re-shoring of manufacturing that the United States is 
experiencing today. The study provides data illustrating where 
automation displaces people in manufacturing it almost always 
increases output, creates new markets and generates the need 
for downstream jobs to get the product to the consumer.

The adoption rate of robots is on the rise
Manufacturing employment differs greatly by country with 

11% of employment in the United States, 24% in Germany and it 
is as high as 27% in more recently industrialized countries such 
as The Republic of Korea.  Overall manufacturing employment 
has risen in most countries cited in the study with the exception 
of Japan. The level of robotics use has almost always doubled 
in all of the six countries in the study except Japan in the eleven 
years covered by the study.  It should be noted that Japan was 
out front with early adoption of robots and until recently had the 
most robots per manufacturing employee.

Japan and Korea have the most robots per  
manufacturing employee, over 300 per 10,000 employees,  
with Germany following at over 250 per 10,000 employees.  
The United States has less than half the robots per 10,000 
employees compared to Japan and The Republic of Korea.  
The adoption rate of robots measured in number of robots per 
10,000 employees in manufacturing between 2008 and 2011 
is on the rise. It increased in this period by 40% in Brazil, by 
210% in China, by 11% in Germany, by 57% in The Republic of 
Korea, and by 41% in the United States.  The study describes 
how the adoption of robots is a relatively new development in 
Chinese manufacturing.   Germany, which has proportionately 
many more robots than the United States, has achieved higher 
economic growth with almost no reduction in manufacturing 
employment.

Robots are being applied in new projects and in existing 
manufacturing plants.  Robots provide an advantage for 
improving	existing	plant	efficiencies	since	they	can	easily	be	
added to improve operations without redesign of machines  
and production lines. 

Application areas
The automotive industry has been the leader in use of  

robots for a number of years but applications are expanding  
to other industries. The report explores a number of the new 
industry applications for robots including expansion into  
non-traditional industries.   Another trend driving robot sales  
is	the	requirement	for	flexible	manufacturing	to	satisfy	 
requirements of mass customization and make to order  
manufacturing where speed and agility are required.

The food industry is cited as a prime area for growth where 
robot use is currently low.  Robots can help meet food industry 
goals to increase productivity, lower worker injuries, and meet 
more stringent hygiene conditions.  Many production jobs in 
food manufacturing involve repetitive, physically demanding 
work leading to repetitive-strain injuries.  In 2007 the US Bureau 
of Labor reported rates of work-related injury or illness for  
full-time food manufacturing workers were higher than the rates 
for all of manufacturing and for the private sector as a whole.  
Robot manufacturers have designed robots to meet the unique 
needs of the food industry that comply with food grade  
equipment standards.

The pharmaceutical industry is another industry that has 
been slow to adopt robots but has pressure to decrease costs, 
increase	production	accuracy,	and	achieve	flexible	 
manufacturing.  The worldwide demand for pharmaceutical 
products is on the rise making this another fertile industry for 
the use of robots.

Key manufacturing success factor
The adoption of robots is increasing around the world and at 

companies of all sizes to be more competitive.  At the IFR CEO 
Round Table discussion at AUTOMATE in Chicago on 22 January 
2013, two small manufacturers Marlin Steel and Vickers  
provided concrete examples for using robots to grow their  
business and compete in world markets.  "Automation has  
allowed us to compete on a global basis and it has created jobs 
in Southwest Michigan. If it had not been for automation we 
would not have beaten our Japanese, Chinese, and Mexican 
competitors," said Matt Tyler, President and CEO of Vickers,  
at the IFR CEO Round Table.

Author: Bill Lydon, Editor Automation.com
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Every two years, Europe's most important international  
machine tool exhibition, EMO, takes place. Italy hosted 
the event in 2009, two years further on, Hannover,  

Germany	benefited	from	the	exhibition	as	it	did	this	year.	 
The exhibition is scheduled for Milano, Italy in 2015.

EMO Hannover 2013 came to a successful close on 
Saturday, 21 September. “This year’s EMO raised the bar in 
all areas,” remarked EMO General Commissioner Carl Martin 
Welcker at the end of the fair in Hannover. “With more visitors, 
more business and more international drawing power, this 
EMO has proven even more successful than last time around, 
impressively underscoring the event’s status as the world's 
premier trade fair for the international metalworking industry,” 
he said. From 16 to 21 September, over 2,100 exhibitors from 
43 different countries (2,037 exhibitors from 41 different 
nations in 2011) were on hand in Hannover to showcase their 
innovations to industrial users from around the world under 
the event’s keynote slogan of ‘Intelligence in Production’.

 Over the six days of EMO, the Hannover event attracted a 

total of just under 145 000 (140 000 in 2011) trade visitors 
from over 100 different nations. “Foreign visitors numbered 
more than 50,000, or one in three. Attendance from Europe 
was up markedly. “European industry is rebounding, and keen 
on investing in manufacturing technology,” Welcker noted. 
Italy, Switzerland, Sweden, the Netherlands and Russia topped 
the	attendance	figures	for	the	European	continent.	By	a	very	
wide margin, China accounted for the largest number of  
visitors from Asia, followed by Japan, Taiwan and India.

 According to a visitor survey, one out of every two  
attendees had a managerial status, with the authority to make 
purchasing decisions for their organizations. They reported 
their main motivation in attending as wanting to expand and 
modernise	their	production	machinery.	One	out	of	every	five	
visitors reported placing an order at the show. A similar  
number,	at	20	percent,	intended	to	finalize	purchases	after	
the	event,	with	the	figure	being	double	in	the	case	of	 
customers from abroad. According to Commissioner Welcker: 
“Many purchase orders, including several high-volume deals, 

INTERNATIONAL   NEWS

EMO Hannover 2013 
stimulates new business throughout international 

machine tool industry

Strong international appeal underscores EMO's role as industry's flagship fair.
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were signed right here in Hannover.” Exhibitors were also 
anticipating	brisk	after-show	sales.	Among	all	visitors	with	firm	
investment	plans,	each	placed	between	four	and	five	orders	
during	their	time	at	EMO.	This	figure	was	even	higher	than	
for the previous event two years ago, which took place in the 
midst of an economic upturn.

 EMO Hannover 2013 succeeded again in covering the 
entire bandwidth of the global machine tool market. “This is 
where manufacturing experts come to explore ways of  
improving operations,” Welcker said. Visitors were particularly 
interested in solutions for boosting energy and resource  
efficiency,	as	well	as	user-friendly	equipment	and	the	 
intelligent integration of machines – in addition to the  
evergreen themes of cutting manufacturing costs and  
increasing	flexibility.

 In addressing these topics and more, the rich array of 
solutions and outstanding expertise on offer by EMO exhibitors 
added up to a high rate of visitor satisfaction. More than ever, 
EMO Hannover impressed its audience as the international 
flagship	flair	for	‘Intelligence	in	Production’.	“Across	the	board,	
visitor feedback is topping the scales,” said Welcker. The  
average length of stay by visitors went up slightly to two full 

days, attesting to EMO’s drawing power as an event that  
delivers maximum coverage.

 
EMO 2015 - Milano, Italy
The next EMO will be staged from 5 to 10 October 2015  

in Milan, under the motto “Let’s build the future.”

Visitors were particularly interested in solutions for boosting energy  
and resource efficiency, as well as user-friendly equipment and the intelligent 

integration of machines – in addition to the evergreen themes of cutting  
manufacturing costs and increasing flexibility

Some large machines were on display
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Keith Opperman of Duncan Macdonald & Co

Keith Opperman – Director, Duncan Macdonald & Co

Regarding the show, mine was a very short visit as I left for the 
UK on Wednesday 18 September for meetings. The EMO just  
highlighted what we all are experiencing. The recession is affecting  
the industry collectively with European suppliers now matching 
prices of the Asian manufacturers and moving away from the  
perception that European products are superior and therefore  
warrant a premium. Also there is the willingness of suppliers to  
do business with improved pricing and payback periods.

 Most of my suppliers had new products available but I think 
the new digital thread depth TD-Gauge+ DI and the wireless  
solution from DIATEST are the most interesting. These new  
products will be useful for the motor industry as you will be  
able to measure the tolerance of tapped holes and record  
immediately on a spreadsheet for comparison purposes.

Springboks vs. Scotland –  
Rugby World Cup 2015

Metalworking News and Trade Fair Travel are 
working on a package to include attending the 
Springboks versus Scotland rugby game in the 

Rugby World Cup 2015 before continuing on to EMO 
2015. The game takes place on Saturday 3 October 
2015 at St James Park, Newcastle. This is an  
exciting opportunity for you to combine a bit of pleasure 
with work. Hotel rooms etc. have already been booked 
in Milan for the exhibition but we will need to get an 
indication of numbers for this extra leg. If you are  
interested please contact the Editor – my details are 
in the front of the magazine – and we will keep you 
abreast of developments.   Aurelio Grech-Cumbo of RGC Engineering

Brian Dixon and Trevor Petersen  
of Cliff’s Way Engineering

Eric Hansen, Simon Halse and Richard Warren,  
all of Hansen Engineering

Dave Goodman – MD Spectra Carbide Tooling Technology 

Representatives from Spectra Carbide Tooling Technology 
have attended the EMO exhibition since 1999 and see this 
venue as an excellent platform to meet its partners and view 
the latest trends being launched into the market. 

Some of the highlights this year were the merging of the 
Safety and Pramet brands. We see this as a very positive move 
which makes the combined range very strong for us to compete 
in the South African market. Our other partners Mapal, Walter, 
Botek and Poliangolar had impressive stands as usual, with  
various new products and solutions on display. We pride ourselves  
as a company on having such innovative top quality partners.

Left: Nicky Dorfling and Dave Goodman, both of Spectra Carbide 
Tooling Technology with Milko Merlo, President of Walter AG
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George Di Gaetano of DMG Mori and Frans Studer of  
Retecon Machine Tools

Louis Struwig of Samsung Machine Tools SA  
in the centre, with Jong Beom and Jae Kwon Lim,  

both of Samsung Machine Tools

Ray Cooper of WD Hearn,  
Jeff Huang, President of Chiah-Chyun Machinery and  

Garry Sleigh of Rheinmetall-Laingsdale

Simon Griffiths of WD Hearn PE, Peet Buitendag of  
EJE Industrial Electronics and Myles Crosthwaite of WD Hearn KZN 



Detlev Börner - MD of Walter Meano Engineering 

It is a while since I last attend the EMO and one quickly 
forgets the magnitude of the exhibition and the rate at which 
technology is changing.

Relating a discussion that I had with one of the exhibitors 
would be the 
best to convey 
this.

I was at  
the Okuma 
stand with 
Sean de  
Andrade  
and we  
were  
discussing 
some  
improvements 
with one  
of the  
software  
engineers,  
and the  
representative 
from the 
Nordic  
countries  
was assisting 
with the  
explanation.  
During the 
discussion  

he asked what machines we have and I said that when I get 
back home I would be taking delivery of a LB 45, which is a 
standard 2 axis lathe. His response was, oh a roughing  
machine. Clearly I was not that impressed by him referring 
to my new machine as a roughing machine, so I asked if the 
finishing	cycle	was	an	optional	extra.		We	all	had	a	good	laugh	
and he explained that one of his customers has one and that 
it is a good solid machine that can handle big components 
that require a lot of material removal. That sounds more like 
Africa to me.

This leads me on to my thoughts on the technology that is 
available to us and that we are rapidly falling behind in using it 
because of the lack of skills.  Somehow our industry needs  
to combine and have a common goal with government and  
society to take advantage of the massive potential that we 
have.

Finally, the trip was worth the expense as I came home 
with new ideas, particularly on the use of auxiliary equipment 
that will help increase our productivity.  As well as an insight 
into the potential that there is with the new high speed multi 
axis machines, that unfortunately have been designed for  
environments with high technical skills and economies in 
scale, that we do not have.  

But, as with the two shoe salesmen who arrived in a  
country where nobody wore shoes. The one said ‘we are  
wasting our time, nobody wear’s shoes’, the other said, ‘just 
think of the market potential’.

Detlev Börner of  
Walter Meano Engineering

"Finally, the trip was worth the expense  
as I came home with new ideas, particularly 

on the use of auxiliary equipment that will help 
increase our productivity."
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Some large components were on display

Components machined  
in all different  

types of materials  
were on display

Hans-Peter Neth – MD Retecon (Pty) Ltd 

The exciting world of machine tool manufacturers once 
again exhibited at the largest fair in Hannover in September 
2013.

In Hall No. 2 DMG/Mori Seiki exhibited 95 machines, from 
the latest ECO models right through to the high end turn mill 
machines and the super accurate Dixi Machining Centre. The 
various models of the DMU MonoBlock series, of which they 
have sold 1 000 units over the last three years, were displayed 

in	various	configurations	of	5-axis	machining	with	automation	
equipment.

Their displays clearly indicated the strength of DMG/Mori 
Seiki in the world of machine tools and their 18 world premiers 
indicated their strength in development of newly designed  
machines with the assistance of customer responses and 
requirements. The launch of the CELOS control marks a new 
way of thinking when it comes to control innovations. During the 
week of the fair DMG/Mori Seiki sold 1137 machines at a total 
order value of €276 million.

Furthermore, our principals of the Schleifring stand showed 
various	new	designs	in	cylindrical,	surface	and	profile	grinding,	
as well as tool and cutter grinding. Studer, being the technology 
leader in cylindrical grinding, exhibited with their highly  
productive models S22 and for larger components, their S41. 
Walter presented their automated tool and cutter grinding  
machines with part loaders, as well as grinding wheel changers.  

GF Agie Charmilles had an inspiring stand of CNC die  
sinking and wire cutting machines and Andrea Richina showed 
us, as well as customers, their latest designs and advances in 
this technology.   

In the gear cutting and gear grinding sector, our principals, 
Liebherr and Kapp Niles, had impressive displays of their gear 
cutting equipment showing off their latest machining  
technologies in dry cutting with high speed tools and dressable 
wheels on the grinding machines integrated into the process.

Hans-Peter Neth of Retecon Machine Tools with Johan Botha  
and Andries Uys, both of Aerosud

Carlos Figueiredo and Bart Pieterse, both of  
Machine Tool Promotions with MK Chang of Kiheung Machinery

Dudley Meredith of Victor Fortune South Africa, DC Lio and  
Bert Huang, both of Victor Taichung and Alan Meredith of  

Victor Fortune South Africa
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Lance Deysel – Technical Director Pressure Die Casting 

How does one put in context what you can see at the world’s 
biggest machine tool show? In short, it’s not just a machine tool 
show - anything and everything that could cut, form, bend,  
machine, hold, rotate, measure, weld, laser oblate metal  
including a huge emphasis on associated automation was on 
show. (And I’m sure I’ve missed out many other competencies).

Germany is without doubt the trade fair capital of the world. 
Typical	German	efficiency	is	evident	wherever	you	go	from	
the moment you present your passport. The Hannover Messe 
grounds are huge – EMO occupied 19 of the 27 halls but more 
probably around 75% of the available space. 

I was the guest of Retecon (Pty) Ltd whose principals, DMG 
Mori Seiki, occupied an entire hall. World premieres of different 
machine types were on show at almost all of the notable  
machine	tool	manufacturers.	The	significance	placed	on	 
automation was very evident in many exhibits where anything 
from the mundane robot assisted material handling to highly 
sophisticated automated measuring was catered for.

For South Africans in the metal or associated industries, this 

show	is	a	must	–	the	difficulty	we	all	experience	from	 
being relatively far away coupled with a weak currency should 
not deter one from visiting.   

Lance Deysel of Pressure Die Casting and Malcolm Moriarty  
of Retecon Machine Tools

Brian Percival  
of Bell Equipment

Mike Lee of Puma Machine Tools and Marc Cocci  
of Derry Engineering

Rick Kline, President of Gardner Business Media Inc.,  
Mark Albert, Editor-in-Chief of Modern Machine Shop and  

Travis Egan, Publisher of Modern Machine Shop

David Huddy of HUD Engineering, Warren Petersen of  
Warren’s Way Engineering, Wynand Muller of HUD Engineering  

and Lemuel Serrao of HUD Mining Supplies

“EMO once again emphasised how far  
fallen behind the developed countries in 

running out for South Africa to
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Wikus Terblanche of Knorr-Bremse SA and Mathys Bessellaar  
of Retecon Machine Tools

Allan Conolly, Lance and Neil Hockly, Derek Walden  
and Dave Risk, all of Somta Tools

Danie Delport – MD Toolquip & Allied

The scale and diversity of the exhibition is what impressed 
our team the most at EMO 2013.  With over 2100 exhibitors 
from 43 different countries, EMO represented an excellent 
forum of what is available in the modern day metal removal, 
forming, measuring and inspection sectors. The event was well 
organised and Hannover was the perfect city for an event of 
this magnitude. The only drawback was the exorbitant cost of 
accommodation during the week of the exhibition.

Over 60 of Toolquip & Allied’s suppliers exhibited at EMO 
with some notable product launches and activities. 

•	 Carmex	celebrated	its	25th	anniversary	and	they	 
 also launched new grades and coatings for hard  
 materials as well as products for deep hole threading 

•	 Cosen	introduced	their	Smart	CNC	control	system	for		
 bandsaw machines as well as launching various  
 new models 

•	 Do-All	exhibited	their	new	TC-75NC	circular	sawing	 
	 machine	with	carbide	tipped	saw	blade	for	the	first	time

•	 Focus	CNC	displayed	the	new	FNL-250Y	turn-mill	 
 with Y-axis and FCL-200MC with C-axis and live tooling

•	 Geka	introduced	the	newly	developed	Sigma	110	 
 beam drill and Bendicrop 60 iron worker 

•	 Gravotech	displayed	their	range	of	Technifor	and	 
 Propen marking systems. Toolquip has been appointed  
 sole distributor for the Propen range

•	 Hassay	Savage	displayed	their	new	box	set	of	keyway		
 broaches as well as broaching tools for CNC applications 

•	 Heinrich	Kippwerk	launched	their	mobile	app
•	 Homge	introduced	their	new	range	of	Super	Opening		

 CNC HVV precision vices
•	 Korloy	introduced	their	new	Powerbuster	range,	 

 anti-vibration extension bars for BT40/50 face milling,  
 KGEHR internal and external grooving tools and the  
 new generation PC 5400 universal grades

•	 Noga	introduced	their	new	owners	at	a	formal	dinner		
 attended by over 40 dealers from all over the world.  
 They also launched their new catalogue

•	 Rong-Fu	displayed	their	new	range	of	Smart	CNC	mills		
 for small precision parts, moulds and training  
 applications 

•	 YG-1	introduced	their	new	range	of	Alu-Power	with	mirror		
	 finish,	new	generation	4G	milling	cutters	for	high	speed		
	 and	close	tolerance	applications	and	X-speed	rougher		
 for various materials 

•	 Yunnan	displayed	their	new	CY-PTC	economical	 
 CNC lathe 

EMO once again emphasised how far the South African 
manufacturing Industry has fallen behind the developed  
countries in technology, productivity and quality. Time is running  
out for South Africa to make up some of the lost ground. The 
recent depreciation of Rand is driving up investment costs 
for manufacturers, the delays in implementation of the NDP 
and the skills shortage will make it even more challenging for 
local companies to compete against imports and create export 
opportunities. EMO highlighted the speed of development and 
other developing economies are taking advantage of the  
opportunities.

Danie Delport and Peter Hughes,  
both of Toolquip & Allied

the South African manufacturing industry has  
technology, productivity and quality. Time is  
make up some of the lost ground.” 
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Joe Angus of AMTThomas Adlam of Adlam Engineering with  
James Morrison of Pilot Tools

Peter Guy - Export Sales Manager Hurco Europe Ltd

EMO has always been a busy period for Hurco and this  
year was no exception. We were fortunate to welcome visitors 
from many of our export markets including current users  
of Hurco machines, prospective new clients and companies  
interested in Representing Hurco in their own particular  
countries. 

The British contingent on our multi-national stand during 
the week included three Applications Engineers, our Managing 
Director Dave Waghorn and myself. However, it was my duty only 
to be present for the full period.

 Our Applications Engineers were kept busy with  
machine and control demonstrations for both customers  
and representatives and had the valuable opportunity to  
liaise with their German counterparts to exchange  
information	and	discuss	the	new	refinements	to	both	 
machines and controls. Of particular interest this year  
are the new control programming features which add to  
the already powerful conversational aspect of the controller, 
which include: 

•	 Improved	versatility	and	programming	abilities	of	 
 standard NC and 5axis

•	 The	new,	versatile	“SRTi”	5axis	machines	with	 
 swivel head and integral rotary table

•	 The	new	“HSi”	high	speed	machines	with	HSK	spindles;		
 the new rebranded machine concept and, 

•	 The	unique	“Ultimotion”	control	giving	far	smoother	 
	 motion	and	significantly	shorter	machining	times	while		
	 increasing	surface	finish.

Increasing numbers of visitors from our export market  
countries leads us to conclude that better economic times may 

not be far away. We are now receiving regular enquiries from 
areas previously hit hard by the recessionary period. And, during 
the exhibition, we at Hurco Europe succeeded in appointing a 
new representative in Scandinavia.

 Sadly, we saw few visitors from South Africa. But we do 
appreciate the current economic situation is not at its best just 
now. Nevertheless, South Africa is an important market for us 
and our business in South Africa continues to grow year on year. 
This year is no exception. 

Our plans for the coming year are to add a Service  
Engineering function to strengthen the overall business and 
present a more comprehensive and solid offering for our  
customers – new and old (we hope to be making a positive  
announcement on this vitally important subject very shortly), 
and to work hard to dispel the misconception that Hurco is 
focussed entirely on conversational programming and is not a 
serious option for those employing only NC.

 We are also acutely aware that the Hurco name is still not 
very well known in the country and that we have only been  
established	in	South	Africa	for	(nearly)	five	years,	which	still	
leaves us with a lot of work to do in a tough market  
environment. In short, we have made a positive entry into  
the market in South Africa. We are continuing to strengthen  
our	team	and	our	support.	We	have	new,	refined	products	with	
new and unique features to offer. Our business is growing and 
we are determined to make South Africa a success story for 
Hurco.

All in all there was much to offer from Hurco at this  
year’s show with a lot more development continuing  
in the background. Next stop, MACH 2014, Birmingham,  
UK. Hope to see you and many more South African visitors 
there.

David Waghorn and Peter Guy of Hurco Peter Soeler of Kinkelder with Mike Cronin  
of Elquip Solutions
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Richard Poalses of F & H Machine tools with  
Chris Riley of Toolquip & Allied

Vaughn Hanwith-Horden of Forest Engineering

Donald Miller and Doug Starrett of Starrett with Gary Willis  
and Steve van Wyk, both of First Cut

Adriaan du Plessis and Francois Steyn,  
both of DCD Ringrollers

John and Ian Robbie of E Fuel SystemsKeong-Bae Kim, President of Korloy Inc with Fanie Oosthuizen  
of Toolquip & Allied 

Leigh Lockhart and Dave Carter  
of Feedback Systems

Dave Cameron and Dave Aldridge,  
both of FEW 
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Sean de Andrade – 
Director Sylton Engineering

The last time I went  
to EMO in Hannover  
was 2001, a few days 
after 9/11. The world  
has grown, in terms  
of technologically,  
since then!

The exhibition was  
totally overwhelming to 
me then as it was now.  
It is a must see event,  
on the bucket list for  
anyone with a passion  
for machining.

Then we were using 
cell phones for basic  
communication, now our 
”Smart” phones are our  
digital PA’s doing  
everything from free 
video conferencing to 
monitoring our entire 
plant status to making coffee. Ok a few more years for the 
coffee!

 The same goes for machine tool and manufacturing  
technologies. Back in 2001 only big brands, the likes of 
Okuma,	Mazak,	Mori	Seiki	and	DMG	had	five-axis	and	 
multitasking machines. Now 90% of all the brands at  
EMO have an armoury of such machining weapons in their 
product line up. Now the big brands have 13-axis plus  
machines for complete single operation machining  
including	turning,	milling,	five-axis	contouring,	hobbing,	 
skiving, grinding, heat treatment and inspection!  
Wow!

 My question is who will supply, commission, service, 
train and offer on-going support and spares for these cutting 
edge masterpieces of metal? With most machine tool dealers 
having a plethora of brands under their product umbrella how 
could they possibly offer the high service levels of the 
international brands? 

I think what is needed is less of a “sell a machine”  
mentality from a “sales engineer” who doesn’t know how to 
switch the machine on, to more of a “machining solution” 
driven mentality from an experienced “application engineer” 
where specialised single brand importers strive to become our  
“Technology Partners”. Offering machine and machining  
know how to maximise our machine usage to its designed  
potential would ensure our and their on-going business  
future.

 The sad and depressing thing is how far behind South 
Africa is and will we ever catch up? I remain hopeful that if the 
rest of the world can do it surely the tenacious South African 
spirit will prevail.

Go to EMO, see how it’s done!
 
PS. Well done to Peter at Trade Fair Travel for  

offering a great value and comprehensive package and  
to Bruce Crawford for being a fabulous host and  
Hannover tour/eisbien/beer guide.

Sean de Andrade of Sylton Engineering

Graeme Cooper – Recently appointed  
Sales Director WD Hearn

News from our perspective from EMO is that we are now 
the sole agents for Joemars EDM and WEDM for South Africa. 
We will be ordering one ZNC50 and one WEDM machine for 
stock and a complete range of spares will be kept locally in 
South Africa.

WD Hearn will also be representing MAS for their line of 
Multitasking machine - similar to the Mazak Integrex:  
http://www.kovosvit.cz/en/multicut-500/

Generally we all enjoyed the show, which was organised 
with typical German precision. There was fantastic technology 
on display and many of our eyes were opened as to how far 
behind we are when it comes to genuine factory automation.

I	do	find	the	trend	of	company	mergers	frustrating	and	
uncertain,	as	it	makes	our	lives	extremely	difficult	when	we	
have such movement with our principals. Just look at MAG 
and the FFG group. This is one of the principal reasons that 
being present at these shows is so important for machine tool 
dealers - to try and understand who is doing what and realise 
where we stand in the grander scheme of things with our 
principals.

Many of our suppliers have told us they were happy with 
the turnout 
and they 
believe  
there was 
about a 5% 
increase  
in visitors 
compared  
to other  
years.  
The general 
feeling out 
there is that 
2014 is  
going to be a 
good year.  
Let us  
hope that  
this  
sentiment  
is correct.Graeme Cooper of WD Hearn
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Boeing and the U.S. Air Force have completed the first 
unmanned QF-16 Full Scale Aerial Target flight,  
demonstrating the next generation of combat training 

and testing.
Two U.S. Air Force test pilots in a ground control station 

remotely flew the QF-16, which is a retired F-16 jet modified 
to be an aerial target. The QF-16 mission profile included auto 
takeoff, a series of simulated maneuvers, supersonic flight, 
and an auto land, all without a pilot in the cockpit.

“It was a little different to see an F-16 take off without 
anyone in it, but it was a great flight all the way around,” 
said Lt. Col. Ryan Inman, Commander, 82nd Aerial Targets 
Squadron. “Now we have a mission capable, highly  
sustainable full scale aerial target to take us into  
the future.”

The milestone flight initiates more operational evaluations, 
including a live fire test at Holloman Air Force Base, N.M.  
The Navy, Army and Air Force will ultimately use QF-16s for 

weapons testing and other training.
Boeing has modified six F-16s into 

the QF-16 configuration. Low-rate initial 
production is scheduled to begin in the 
fourth quarter, with first production 
deliveries in 2015.

A unit of The Boeing Company, 
Boeing Defense, Space & Security is 
one of the world's largest defense, 
space and security businesses  
specializing in innovative and  
capabilities-driven customer solutions, 
and the world’s largest and most  
versatile manufacturer of military 
aircraft. Headquartered in St. Louis, 
Boeing Defense, Space & Security is 
a $33 billion business with 59,000 
employees worldwide.

What next ? 
Boeing QF-16  

aerial target completes  
1st pilotless flight

Okuma Corporation has held a formal dedication  
ceremony celebrating the opening of the first building 
of its new manufacturing facilities in Oguchi, Japan.  

The new factory transforms operations into an agile  
manufacturing environment, where an increased range of 
CNC machine products, in short run production, will be  
produced efficiently. This enables shorter delivery times, 
reduced costs, and enhanced market competitiveness. 

Phase 1 of the project began in August 2012 when  
the original Oguchi facility was demolished. The new facility 
is 23 600 square meters and will cost approximately 8 billion 
yen (R1 billion). Production efficiency in the new facility  
will be two times that of the second half of the fiscal year 
2011. The efficiency improvements are a result of  
investment in a new manufacturing management system  
and a greater emphasis on automation, robotics and 
unmanned operations.

Products produced at this facility will include medium  
and large sized multitasking machines and CNC lathes.  
As in all Okuma facilities, Okuma built double column  
machining centers are being utilised to cut parts for these 
machines.

Production has already begun in the first building and 
will be a highlight of Okuma’s Machine Fair being held in 
November 2013. The total investment in new manufacturing 
facilities will include three phases, at a cost of 20 billion  
yen.

In addition to the investment in buildings, equipment 
and business systems, the new facilities are being built for 
environmental efficiency and will include features such as 
solar panels and natural lighting, to reduce the environmental 
burden.

For more information contact F&H Machine Tools on  
TEL: 011 397 4050, www.fandhmachinetools.co.za

Okuma opens new high-efficiency factory
Okuma Corporation President & CEO Yoshimaro (Dean) Hanaki, 

officially dedicates the new Okuma manufacturing plant in Oguchi, Japan.





Hüller Hille, Hessapp, Modul, 
VDF Boehringer and Witzig & Frank 

brands acquired by Taiwan's Fair Friend Group 

Taiwan's Fair Friend Group (FFG) has acquired MAG's 
Industrial Equipment business, comprising the five 
brands Hüller Hille, Hessapp, Modul, VDF Boehringer 

and Witzig & Frank. This sale effectively ends MAG’s  
involvement in the CNC machine tool business, a step that 
had been widely rumored for several months prior to the sale 
last March of MAG Americas holdings (Giddings & Lewis, 
Cincinnati, and Forest-Liné) to the Fives Group, a French  
holding company.

Fair Friend Group includes the Feeler, Leadwell and Ecoca 
brands. 

MAG's Industrial Equipment business unit is part of the 
German company MAG IAS GmbH and comprises  
manufacturing plants and service locations in Mosbach, 
Taunusstein, Chemnitz, Witten, Offenburg and, partially, 
Göppingen, all in Germany, as well as the Russian sales and 
service entity. 

FFG Europe will take over all of MAG Industrial Equipment 
business unit personnel working in the locations of Mosbach, 
Taunusstein, Chemnitz, Offenburg, Witten and Göppingen, as 
well as the personnel in the Russian subsidiary. All locations 
will be continued and not transfered elsewhere. 

MAG's Industrial Equipment business unit will be  
incorporated into a new German vehicle, FFG Deutschland 
GmbH, and remain a separate entity to the already  
established FFG Europe. There will, however, be exchanges of 
management support both ways. 

FFG recently grouped within FFG Europe the European 
holding company of FFG and the Italian machine tool  
manufacturers Jobs, Sigma, Sachman and Rambaudi. 

The group's strategy is targeted at expanding its activities 
to form a strong global machine tool group with fully  
functional regional structures and the acquisition of MAG's 
Industrial Equipment business confirms FFG's goal of becoming 
one of the world leading groups in the machine tool industry. 

The automotive business unit of MAG IAS GmbH, 
with manufacturing plants in Eislingen, Göppingen, and 
Rottenburg, Germany, as well as its branches in China, 
Hungary and Korea and related companies in the USA, UK, 
and India are not part of the deal. 

The Industrial Equipment division generates a sales  
volume of over €170 million, excluding the Russian  
subsidiary, with about 600 employees. 

FFG and MAG Industrial Equipment have complementary 
strong sales and service subsidiaries throughout the globe 
and brands from both entities will benefit from the capillarity 
of the network resulting from the partnership. 

Synergies will be implemented across the product portfolio  
of both entities, as well as from a marketing point of view. 

In the first case, the manufacturing capacities in Germany, 
the value of the brands Hüller Hille, Hessapp, Modul, VDF 
Boehringer and Witzig & Frank will speed FFG group's growth 
substantially, the announcement says. The MAG Industrial 
Equipment's product portfolio matches FFG's strategy, filling 
out the advanced technology portfolio of FFG Europe, while 
targeting corresponding industries. 

FFG says that MAG Industrial Equipment's product  
portfolio is "totally complementary to FFG Europe's Italian 
companies' portfolio", which includes vertical and horizontal  
high performance milling machines, as well as vertical 
machining centres, whereas MAG Industrial Equipment's  
portfolio is focused on horizontal machining centres, vertical 
and horizontal turning machines, gear technology through 
hobbing, chamfering and deburring machines. 

In addition, joint product development activities will be 
pursued with the Taiwanese brands of the Fair Friend Group 
(Feeler, Leadwell, Ecoca), who are also active in turning 
machines and horizontal machining centres, although with 
different technical features and size ranges, as well as with 
the Italian brands. 

Further, the critical mass of the whole group will also 
strengthen its overall purchasing power. 

The FFG group, established in 1979, includes over 60 
companies and operates in leading industrialised and  
emerging countries with US$2.5 billion in sales. 

The machine tool division, established in 1985 and  

posting a total of US$1.3 billion in sales, includes 32  
manufacturing centres, mainly located in Taiwan, Japan, 
South Korea, China, USA and Italy, with a total of 23 brands. 

FFG machine tool brands take in Feeler, Leadwell, Sanco, 
Equiptop and Ecoca. FFG Europe brands take in Sachman, 
Jobs, Rambaudi and Sigma Technology. 

FFG describes itself as the most globalised world leader 
with production facilities and associated sales and marketing 
activities established in eight different countries. 

FFG Group is mainly focused on CNC machine tool  
business (more than 50% revenue) and includes three 
more divisions: IT Industrial Division, Industrial Equipment 
Machinery Division, and Green Energy Equipment Division. 

In the machine tools sector, FFG Group is a partner in 
joint ventures with the following Japanese companies listed at 
the Japan Stock Exchange: Takamatsu, Citizen Miyano, Waida, 
Toyota Tsusu, Marubeni, F.T. Japan, EMC Japan, Takeuchi, as 
well as Mectron, and Yamamoto Sumizawa. 

In the Industrial Equipment Machinery sector, the group 
is also a partner in joint ventures with the following Japanese 
companies listed in the Japan stock exchange: Anest Iwata 
and Nippon Cable.
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FFG and MAG Industrial Equipment have complementary  
strong sales and service subsidiaries throughout the globe and brands  

from both entities will benefit from the capillarity of the network  
resulting from the partnership
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Mercedes-Benz builds more cars  
than ever before

In the first half of 2013, over 
700,000 passenger cars rolled 
off the production lines at 

Mercedes-Benz plants – more than 
ever before in the same period.

“We are planning for further 
growth. With an attractive offering 
of models and higher flexibility in 
production, we managed to build 
more vehicles in the first half of 
the year than ever before. We are 
also very optimistic for the year as 
a whole,” said Andreas Renschler, 
Management Board Member 
of Daimler AG responsible for 
Manufacturing and Procurement, Mercedes-Benz  
Cars & Mercedes-Benz Vans. 

In the first half of 2013, Mercedes-Benz posted yet  
another new record with sales of 694,433 vehicles (+6.4%). 
The brand with the star plans to sell over 1.4 million vehicles 
by the end of the year.

The Mercedes-Benz 2020 growth strategy has arrived  
at the plants. This year has already seen launches of  

numerous new vehicles: in 
January, the Kecskemét plant 
began production of the new CLA 
coupé, the new E-Class sedan 
and estate have been rolling off 
the lines in Sindelfingen since 
March, and the team in Bremen 
has brought the new coupé and 
convertible of this model series on 
the road.

Production has been running 
non-stop at most locations during 
the summer months. Around 4500 
vacation workers were hired as 
additional manpower for the  

vacation months, and the preparations for further launches 
are running at full speed, for example at the Rastatt plant, 
where the first GLA will be rolling off the production line later 
this year. 

The plants in Bremen, Tuscaloosa, USA, East London, 
South Africa and Beijing, China are making intensive  
preparations for the new C-Class, which will be on the roads  
in 2014.

For 2012 as a whole, Mercedes-Benz had already reached  
a production record of more than 1.34 million vehicles

Photo: Daimler
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Walter and Starrag AG have won the MM Award for 
Innovation for the most innovative exhibit in the  
category "milling" for its work on milling with CO2 

cooling.
Walter AG together with machine tool manufacturer 

Starrag AG has won the “MM Award for Innovation” for  
having the most innovative exhibit at EMO 2013 in the  
milling category with its production-scale machining of turbine 
blades with CO2 based cryogenic cooling.

Walter AG and the Swiss manufacturer of machining  
centers, Starrag first conducted a live demonstration of the 
jointly developed solution for cryogenic milling with CO2  
cooling in spring 2013.

The most prominent feature of the approach is the  
liquid supply of CO2 coolant through the machine, spindle, 
toolholder and tool, right to the cutting edge – all without loss 
of pressure at room temperature.

Cooling to a maximum of minus 73°C first occurs at the 
nozzle, when the CO2, which has been in liquid form until that 
point, expands. Users are able to machine up to 70 per cent 
faster in comparison to dry machining. Conversely, the  
cryogenic CO2 cooling doubles the tool life, as long as the  
cutting parameters are not increased.

The developers at Walter and Starrag have refined their 
solution even further by developing a second media channel 
that supplements the CO2 cooling. This channel can be used 

for aerosol or minimum quantity lubrication (MQL) for  
milling high-strength alloys for extremely heat-resistant turbine 
blades. Because both media, CO2 and MQL, are completely 
separated and only come into contact with one another at  
the tool cutting edge, this allows for highly efficient  
lubricating.

“We are delighted with the award but we are not  
going to stop there,” said Mirko Merlo, the CEO of Walter AG, 
“because Walter and Starrag are already testing a  
three-channel solution, in which CO2, aerosol and even  
emulsion can be guided through the spindle.”

In the future, Walter will provide tools with cryogenic  
process	cooling	under	the	brand	name	Cryo•tec.	Machines	
from Starrag are already available with optional CO2  
cooling.

German manufacturer Hameul Maschinenbau GmbH was 
awarded an MM Maschinenmarkt Award for the versatility of 
its HSTM 1000 hybrid laser machine that can measure the 
component, adapt the NC paths to the current workpiece 
geometry, and perform laser cladding, milling, turning, and 
polishing.

Okuma received an awarded for its 5-Axis Auto Tuning 
System in the category software.

The MM Award, from MM MaschenenMarkt is open  
exclusively to exhibitors at EMO and must feature a  
commercially available machine, system, process or tool.

Walter wins Innovation Prize
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Safety Tools and Pramet Tools, two specialists in precision 
tools and solutions for metal cutting, have announced a  
merger on the German market. The amalgamation is 

expected to create approximately 1,900 new products this year. 
The cutting tool manufacturers Pramet Tools and Safety 

Tools (together with Impero, a less known brand in Germany), 
have been active on the German market as a joint  
organisational unit of Sandvik Machining Solutions Group 
since the beginning of July. 

“The background to the brand merger is improved offer  
to the customer. Resulting in a workforce of more than  
800 employees generating annual turnover around  
€90 million,” says Holger Rabe, Managing Director of Safety 
Germany, describing the new brand group. 

Apart 
from the 
production 
facilities in 
Fondettes 
(France)  
and 
Šumperk 
(Czech 
Republic), 
the  
corporate 
group has 
access to 
a strongly 
motivated 
team of 
more than 40 development engineers, engineering  
specialists and product managers. Their task now is to  
phase out overlapping products as well as development  
of new tools, inserts, grades and coatings for the  
market. 

Andreas Lumpe, the Managing Director of Pramet 
Germany, gladly reveals what’s happening inside of the 
company: “We carry out a wide-range of performance tests 
and adjust the portfolio wherever we find some case of an 
overlap. We’re planning to issue our first joint tooling  
catalogue early in 2014.” 

The future market strategy is already clearly defined:  
The main focus for the Safety Tools brand will be the  
West European market (which includes Germany and France),  
while Pramet Tools will concentrate on Eastern Europe and 
Asia. Thanks to the expanded product assortment and a  
higher level of delivery security, both brands can look  
forward to obtaining a higher profile on their respective  
markets. 

For further details contact Spectra Carbide Tooling 
Technology on TEL: 0860 23 23 23 or email  
spectra@spectra-sa.co.za or visit www.spectra-sa.co.za  
or follow them on Twitter @Spectra_Carbide

Volkswagen is to end production of its Kombi transporter 
van, made only in Brazil, with the model bowing out in  
a special 600-unit manufacturing run, the German  

carmaker said. 
Some 1.5 million Kombi models have rolled off the lines 

of Volkswagen's assembly plant in Sao Bernardo do Campo,  
a Sao Paulo suburb, between 1957 and July 2013, the  
company said.

Launched in Germany in 1950, the Kombi boasts the  
"longest longevity in the car industry history," the statement 
said, adding that the "Last Edition Kombi" will be sold at a  
suggested price of $38,000.

Kombi models assembled in Brazil have since 1970 been 
exported to countries including Algeria, Argentina, Chile, Peru, 
Mexico, Nigeria, Peru, Mexico, Venezuela and Uruguay.

Volkswagen Brazil 
to end production of 

Kombi model

Of more than 30 machines sold from the Hurco stand at 
EMO	2013,	nine	were	the	new	5-axis	VMX42SRTi	 
vertical machining center with a swiveling B-axis head, 

which was making its European debut.
Three other sizes of 5-axis VMC in the manufacturer's  

latest 'i' series of intelligent machines were also sold. All the 
machines feature enhancements to machine control and  
connectivity as well as significantly reduced power consumption 
compared with earlier models. 

“The business climate appears to be very positive at the 
moment and there are strong signs that the European economy 
is coming out of recession. We welcomed 1 100 visitors onto 
our 400 m² stand and were delighted with the interest shown 
in our products and the level of business it generated,” said 
Michael Auer of Hurco.

“There were quite a few visitors from Britain this year, which 
should generate extra business for us. People seem to be 
receptive to the improved design of our latest machining  
centres and lathes and our WinMax conversational control 
continues to be a major selling point,” commented Managing 
Director of the company's UK headquarters, David Waghorn.

“This year's show was the first EMO where visitors were 
able to see our patented UltiMotion software in action, with its 
dynamic look-ahead up to 10 000 blocks, allowing 25 to 30 per 
cent faster cycle times and improved surface finish. Even the 
control hardware on our 'i'-series machines has been enhanced 
to include a solid state hard drive and to simplify servicing, 
making it even more reliable than before,” explained Auer.

For further details contact Hurco South Africa on  
TEL: 011 849 5600 

Intelligent machining takes EMO by storm - Hurco

Safety and Pramet merge activities
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Kennametal Inc. agreed to acquire Allegheny 
Technologies Inc.’s Tungsten Materials business units 
for $605 million. Tungsten Materials is an integrated 

manufacturing organization, with 14 operations in two  
ATI divisions – ATI Firth Sterling, in Madison, Ala., and  
ATI Stellram, with operations in the U.S., U.K., and Switzerland 
– producing tungsten metallurgical powders, as well as  
tooling technologies, and components for aerospace and 
energy markets.

The transaction is already approved by directors of both 
companies and is expected to close before year’s end, subject 
to customary regulatory approvals and closing conditions.

Tungsten – one of the densest of all elements – is used 
industrially as a hardening alloy in specialty or tool steels. 
Tungsten-alloy products represent up to 80% of Kennametal's 
sales, chairman Carlos Cardoso estimated. The ATI Tungsten 
Materials Business posted annual sales of approximately 
$340 million in 2012.

“ATI’s Tungsten Materials Business brings vital strategic 
assets that are an excellent complement to Kennametal, 
especially given our common focus on operational  

excellence and industry-leading material science,” the 
Kennametal chairman stated. “The addition of the expanded 
material and tooling technologies of ATI’s Tungsten Materials 
Business will enable us to offer more to our customers around 
the world.”

Kennametal said the purchase is in line with its “growth 
strategy” and would diversify its portfolio.

At the same time, it helps Kennametal to diversify its  
tungsten sourcing, to balance supplies, costs, and access to 
raw materials, including recycled products. 

Furthermore, the acquisition improves Kennametal’s metal 
cutting and metal finishing product offerings, specifically via 
brands like Stellram, Garryson and Landis. 

Kennametal estimated the acquisition would generate 
cost synergies ranging from $30 million to $40 million via  
productivity improvements, operational efficiencies, and  
raw-material cost benefits. 

Kennametal will manage sales of ATI’s Tungsten Materials 
Business globally through its existing sales channels.

For further details contact Kennametal South Africa on 
TEL: 011 748 9300

Adding integrated organisation improves raw materials sourcing, expands product portfolio.

Kennametal paying $605 million 
for ATI’s Tungsten Materials

Plans are well underway to make 2014’s premier  
manufacturing event, the 30th edition of IMTS – The 
International Manufacturing Technology Show, a  

must-attend event for manufacturing professionals from  
around the world. IMTS will be held at Chicago’s McCormick 
Place, USA September 8-13, 2014.

The show theme for 2014 is “Come 
Together” and is a call to action for the 
entire IMTS community comprised of more 
than 100,000 industrial decision makers 
from more than 119 countries to interact 
at IMTS and see the latest technology to 
get ideas and find answers to their  
manufacturing problems and challenges.

Reflecting the strength of  
manufacturing in the world economy, early 
results on participating exhibitors and exhibitor floor square 
footage contracted are both ahead of the IMTS 2012 pace at 
1,117 (a 23% increase) and 1.151 million net square feet (an 
8% increase) respectively.

“There is nothing like IMTS. It’s an entire industry of more 

than 100,000 manufacturing professionals in one place, at the 
same time, with one focus – advanced manufacturing,” said 
Peter Eelman, Vice President - Exhibitions and Communications 
at AMT – The Association For Manufacturing Technology, which 
produces and owns IMTS. “They come together and leave 
inspired. From never-before-seen technology to educational 

opportunities and the pure fun of seeing 
technology in action, IMTS is the place to 
be next September. IMTS 2012 ranked 
highly on Trade Show Executive’s Fastest 
50 Class of 2012 which recognizes top 
performing shows in each of three metrics 
— net square feet, number of exhibiting 
companies and attendance. We intend  
to repeat this success in 2014 by  
bringing the most inspiring industry  

event to our community.”
To help guide visitors around the vast exhibits and find  

their areas of interest quickly and easily, IMTS is organized  
into nine pavilions.

For further details visit www.imts.com

IMTS 2014 to be held at Chicago’s McCormick Place September 8-13, 2014.

Exciting plans for IMTS –  
The International Manufacturing Technology Show 2014 

fully underway
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Ophir Optronics Solutions Ltd., a global leader in  
precision infrared optics, photonics instrumentation  
and 3D non- contact measurement equipment, has  

announced that Trumpf, a world leader in industrial lasers  
and laser system technology, selected Ophir’s CO2 Optics  
Division to provide replacement lenses for its latest  
40mm	lens	with	an	embedded	radio-frequency	identification	
(RFID) chip. The chip, which is comparable in size to a single 
grain of rice, wirelessly transfers data over electromagnetic 
fields.

The RFID chip embedded in the new 40mm lens  
communicates with an integrated system that can monitor  
the condition of the lens. With alerts on detected  
contamination, laser operators can now clean or replace a  
lens before there is a cutting problem, thus averting  
unnecessary laser downtime and poor cutting quality.

“We were proud to be named a Trumpf Premium  
Supplier between 2010 and 2011,” said Yehiel Plaut,  
Sales and Marketing Director for the CO2 Optics Division  
of Ophir Optronics. “By entrusting us to reproduce its  
latest 40mm lens with an embedded RFID chip, Trumpf  

acknowledges our commitment to quality, delivery and  
innovation.”

For further details contact Sandro of Bending and  
Laser Consumables on TEL: 011 618 4275

Trumpf selects Ophir Optronics 
to provide replacement lenses

Ophir’s CO2 Optics Division to produce Trumpf’s 40mm lens with embedded RFID chip.
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Now part of the Sandvik 
group, the engineering firm 
started life as The Sheffield 

Twist Drill Co, on 4 September 
1913, but now has subsidiaries in 
25 countries. 

Dormer has adopted the  
slogan 'Your trusted partner  
since 1913' for its centenary to 
showcase the company's  
reputation in the industry, and  
a range of activities have been 
taking place during the year to 
mark the anniversary. 

Memorabilia and artefacts 
from the company's history have 
been collated at Dormer's UK site 
at the Advanced Manufacturing 
Park in South Yorkshire, including 
items donated from the  
prestigious Ken Hawley  
Collection in Sheffield. 

The items are currently on  
display as part of new-look  
training room, where new and 
experienced engineers can review 
the evolving development of  
cutting tools. 

Dormer has enhanced its online presence with a new  
centenary website www.Dormer100.com, which will feature 
news and images of celebrations by Dormer employees and 
customers around the globe, alongside archive images and 
footage. 

A new corporate video is also being created, including a 
specific feature on the centenary. This follows the discovery of 
archive footage from Dormer UK in the 1960s and 70s at the 
Yorkshire Film Archive. The videos have now had more than 
2,000 views on YouTube. 

John O'Donoghue, managing director of Dormer Tools UK, 

said: "It is important to celebrate and recognise a centenary 
of achievements and developments at Dormer, but we are 
also keen to look ahead at the next 100 years.” 

"We have grown from a successful Sheffield company to a 
major global organisation, with staff located in key global  
markets. The use of social media this year has brought 
together employees, customers and Dormer advocates from 
around the world, while also being able to showcase and 
reflect our heritage.” 

"As we enter a new century in the company's history, we 
continue to look at the latest technology in product  
development and improved customer facilities, all working to 
strengthen Dormer's global position for a new generation." 

One hundred years of Dormer Tools
Cutting tool maker Dormer Tools celebrated its 100th birthday in September. 

The former Dormer (Sheffield Twist Drill Co.) facility on  
Summerfield Street in Sheffield, England

'United Grinding, Körber Solutions' is the new moniker 
for Körber Schleifring, which was also known as the 
Schleifring Group.

The announcement, made at the EMO 2013  
manufacturing technology show, in Hanover, Germany,  
states: "We want to strengthen the group brand on an  
international scale and be perceived more clearly as the 
worldwide leading provider in hard fine machining. The  
renaming of the company to United Grinding is how we  
have realised this goal." 

In fact, the name is a merging of Körber Schleifring  
and United Grinding Technologies USA. The new name  

will be supplemented 
with the phrase  
'Körber Solutions',  
to emphasise its  
focus on  
customer-oriented  
solutions. 

United  
Grinding, Körber 
Solutions comprises 
the brands Studer, Mägerle, Blohm, Jung, Schaudt,  
Mikrosa, Walter and Ewag.

Körber Schleifring becomes 
'United Grinding, Körber Solutions' 



Italy’s machine tool builders recorded a modest level of  
growth in the second quarter of 2013, with orders rising  
0.7% compared to the second quarter of 2012, according to 

the index developed by their trade association, UCIMU –  
Sistemi per Produrre. Even so, the improvement was a welcome 
development after new orders declined nearly 10% in the first 
quarter of this year.

UCIMU is the manufacturers’ association for producers of 
Italian machine tool, robots, automation systems and related 
product, like NC systems, 
tooling, machining  
components and  
accessories. It has more 
than two hundred member 
companies that account 
for over 70% of Italian 
products in that industrial 
sector.

"Although it is  
undeniable that the Italian 
market has been definitely 
reduced, it is equally true 
that there is a need to 
invest in machinery,” noted 
UCIMU president Luigi 
Galdabini. “What is missing 
is the liquidity; we should 
intervene on this.”

The Italian machine  
tool industry has been 
struggling for about two 
years, mainly as a result of 
weak domestic demand.  
That trend continued in 
the second quarter, UCIMU 
stated, as the index of 
domestic orders decreased 
21.2% compared to the  
second quarter of 2012.

Foreign orders 
increased 6.2% during  
the second quarter.

For the first half of 
2013, UCIMU’s index 
recorded a 6% overall 
decrease in new orders, 
again reflecting poor 
domestic demand (-29.6% 
compared to the first half 
of 2012), but also weaker 
(-1%) foreign demand.

Galdabini described 
these results as a snapshot 
of “the difficulty currently 
found among the Italian  
manufacturers of machine 
tools in dealing with an 
almost non-existent  
domestic demand, in  
addition to a reduction in 
foreign demand.”

"Unfortunately,” he con-
tinued, “we are forced once 
again to emphasize that the 

lack of investment in production technology is a real  
problem for the entire Italian economic system that  
threatens the retreat at all levels of the production  
chain.”

He reiterated the industry’s frequent calls for clearer,  
more decisive action by Italian finance officials to make  
capital investment more feasible for domestic manufacturers, 
specifically by clarifying regulations that would make  
borrowing more affordable.

Modest improvement for Italy’s machine tool sector
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Around 1,000 jobs are to be created in the UK  
following Bentley’s decision to develop its first  
sports utility vehicle (SUV) at its base in Crewe.

The luxury car maker, which employs 4,000 staff in 
Cheshire, plans to invest over £800 million during the next 
three years in its headquarters and in the development of 
new models.

Bentley said the new SUV, due to go on sale in 2016, will 
be the most luxurious and most powerful SUV in the market.

In a statement prime minister David Cameron said,  
“One sector that we know is sprinting ahead in the global  
race is our booming automotive industry.”

“One vehicle rolls off a production line somewhere  

in the UK every 20 seconds and we have just launched  
the government’s Automotive Industrial Strategy to help  
continue this success for years to come.”

Welcoming the news, SMMT interim chief executive  
Mike Baunton said, “This is great news for Bentley  
employees at Crewe and is another tremendous vote of  
confidence in the UK auto industry.”

“We have a globally competitive base for automotive 
production with our highly-skilled, flexible workforce and 
advanced productivity levels.”

“UK facilities are producing luxury, premium and  
volume vehicles, which are winning business in markets 
around the world.”

Bentley's 
first SUV to create 

1,000 UK jobs

Vestas	has	produced	the	first	prototype	80	meter	blade	for	
the V164-8.0 MW - the world’s most powerful offshore 
wind turbine - at the R&D centre on the Isle of Wight, 

UK. The blade will now undergo an extensive testing regime to 
ensure total reliability.

The 80 meter blade is the longest ever produced by  
Vestas and uses the structural shell design, a proven concept in 
which the loads of the blade are carried in the shell, rather than 
using a spar at the centre of the blade.

 The length of the blade is the equivalent of nine double 
decker London buses and the swept area of the rotor will be 
21,124m2, larger than the London Eye.

 Reliability is critical offshore. In order to validate the 
strength and reliability of the blade it will be tested to its limits 
for six months, reproducing the challenging wind conditions of 
the North Sea over a simulated 25 year lifetime.

	Chief	Technology	Officer	Anders	Vedel	explains	the	tests	 
will provide certainty to customers looking to make large  
investments in offshore wind.

	“Test	and	verification	of	the	blade	is	a	critical	stage	of	 
the development of the V164-8.0 MW,” he says. “Moving as 
much	of	the	verification	process	as	possible	into	our	state	of	 
the art test centre ensures the blade, the bearing and other 
components perform to the high standards our customers 
expect.”

 The V164-8.0 MW prototype will be installed in the  
first	quarter	of	2014	at	the	Danish	national	testing	centre	in	
Østerild.

Most powerful blade  
in wind industry finished
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PROducT   REVIEW

Dassault Systems  
has introduced 
SolidWorks 2014, which 

delivers productivity and 
usability gains, the company 
says. Added mobility support 
for Android and iOS devices 
allows users to connect new 
3D designs for mobile users.

"Our commitment is to 
deliver a product portfolio that 
recognises user feedback 
and protects users'  
investments," said Bertrand 
Sicot, CEO, SolidWorks, 
Dassault Systems.  
"We support our users' drive 
for excellence by giving them 
the enhancements needed to 
validate and share their  
product design, regardless  
of whether it's a device to 
help clean the environment or technology to save a life."

The integrated product portfolio includes new tools and 
enhancements to shorten the design process, enhance  
collaboration and increase productivity across four key areas: 
design tools, integrated workflows, performance increases and 
enhanced visualization for improved collaboration. 

New Style Spline functionality, automatic Sketch Picture 
scaling and Conic Fillet controls allow users to create complex 
surfaces and organic shapes faster, easier and with more  
precise control. New sheet metal features enable faster  
creation of sheet metal geometry and improved data output  
for manufacturing. Users gain improved control over corner 
treatments, the ability to create stiffening ribs such as the 
indented design seen on mounting brackets used to reinforce 
the weight and force placed on the part. 

Workflows are more integrated and streamlined, and 
Enterprise PDM and eDrawings allow users to share and track 

electrical designs more easily.
Users are able to cost parts faster with less setup, then 

share cost data more effectively with their business value 
chain. For example, key product development data for  
assembly can now be sent to Microsoft Excel, allowing for  
easy sharing with departments such as manufacturing and 
purchasing.

Dassault also announced the launch of "Smarter, Faster, 
Lighter," a new solution experience that coordinates a  
company's mechanical, electronic and software innovations. 

Based on Dassault's 3DExperience platform, the solution 
experience improves the development cycle from first concepts 
to first article manufacturing, the company says. It provides 
fine-grain information exchange and collaboration in real-time 
between engineering teams.

It provides single place to maintain all electronic,  
mechanical and software development data, from  

specifications, 3D models and analysis 
results to manufacturing requirements; 
the ability to efficiently modularise and 
reuse existing designs while minimizing 
redundant product variations; unified  
end-to-end design processes; and  
seamless concurrent collaboration with 
partners and suppliers.

"The consumer electronics market 
is in a period of rapid evolution and 
manufacturers are under tremendous 
competitive pressure to be the first to 
market with unique and differentiated  
products. However, a successful product 
quickly attracts copycat products from 
the competition," said Monica Menghini, 
executive vice president, industries and 
marketing, Dassault. 

"To stay ahead of the competition, 

SolidWorks 2014 released
Dassault also releases new solution experience for mechatronics.
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manufacturers must constantly 
enhance their products and support 
emerging technologies. The Smarter, 
Faster, Lighter industry solution  
experience spans first concept to  
first article, achieving the right  
design the first time, and providing  
the right consumer experience  
ahead of the competition."

The new features 
Here, in no particular order,  

are the most often user-requested 
new features and changes coming  
to SolidWorks 2014.

Advanced shape control - New 
Style Spline functionality, automatic 
Sketch Picture scaling and Conic 
Fillet controls allow users to  
create complex surfaces and  
organic shapes faster, easier  
and with more precise control. 

Faster drawing detailing - 
Interface improvements make it 
faster to edit and annotate. 

Sheet Metal Improvements - 
New sheet metal features enable 
faster creation of sheet metal  
geometry and improved data out-
put for manufacturing. Users gain 
improved control over corner  
treatments, the ability to create  
stiffening ribs such as the  
indented design seen on  
mounting brackets used to  
reinforce the weight and force 
placed on the part. 

SolidWorks Enterprise PDM 
workflow - Recently promoted  
senior VP Aaron Kelly calls  
PDM “structured collaboration”.  
This year PDM gains a new  
Microsoft Office integration and 
graphical preview in the web client. 

SolidWorks electrical  
improvements - Enhanced  
integration with PDM and  
eDrawings allows users to  
optimise, share and track  
electrical designs more easily for 
improved project collaboration. 

eDrawings on Android -  
New eDrawings support for  
Android devices. 

Streamlined cost estimating  
and reporting - Users are able to 
cost parts faster with less setup, 
then share cost data more  
effectively with their business  
value chain. For example,  
key product development data for 
assembly can now be sent to Microsoft Excel allowing  
for sharing with departments such as manufacturing and  
purchasing. 

Streamlined simulation setup - Simulation  
automatically leverages engineering data for re-use in  
simulations, eliminating duplication of effort. 

Enhanced assembly performance and visualisation - 
SolidWorks 2014 creates assemblies faster using new in-context  
Quick Mate and Slot Mate features. For assembly in section 
views, users can include or exclude selected components  
allowing for a fast creation of more impressive section views. 

For more information contact the local agents Mecad on  
TEL: 086 111 2236, www.mecad.co.za 
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The proven and established ATOS Triple Scan series has 
now been extended with the ATOS Triple Scan 12M. 
With two 12 megapixel resolution cameras, Triple Scan 

and Blue Light Technology the ATOS Triple Scan 12M offers 
the combination of high resolution and high data quality for 
demanding applications.

The ATOS Triple Scan uses a specially developed  
measuring and projection technology from GOM. Using this 
brand new technology the ATOS Triple Scan produces a high 
accuracy and improved measurement of shiny surface,  
complete data on complex components with deep pockets  
or fine edges such as turbine blades, reducing the number of 
individual scans and resulting in a simple handling.

Blue Light Technology
The ATOS Triple Scan is also equipped with blue light  

technology. The narrowband blue light enables 
precise measurements to be carried out  
independently of environmental lighting  
conditions.

High resolution 3D Scanner from  
small to large

ATOS uses high resolution measuring  
cameras with up to 12 megapixel resolution 
and specially developed optics for precise  
measurement.

The accuracy, measurement resolution and 
measuring area are completely adaptable to the 

application requirements. This allows for the highest resolution 
for highly detailed, small parts with measuring volumes down 
to 38mm, or for extremely fast digitizing of large objects with 
measuring volumes up to 2m.

This flexibility allows measurement of a large part spectrum 
with the same sensor head, and when used in combination 
with TRITOP, the ATOS System is capable of scanning parts of 
over 30m with a high local resolution.

The ATOS Triple Scan 12M offers a high detail resolution 
particularly for demanding applications such as complex, 
detailed injection molded or casted parts or for blade  
applications where fine leading and trailing edges play an 
important role.

For further details contact RGC Engineering on  
TEL: 011 887 0800

GOM introduces ATOS Triple Scan 12M - 
high resolution 3D scanning

Vargus Ltd. has launched its Mega Line from Vardex, a new 
range of solutions for heavy-duty applications with extra 
large pitches. Formerly only available as special items, 

Mega Line tools are now available as standard items in a wide 
range of profiles from the Mega Line catalogue.

Encompassing a pitch range of 10 to 24mm (2-1tpi), the 
new Mega Line tools feature an innovative insert design with a 
new geometry that is specially suited for machining heavy duty 
applications with extra large pitches.

Mega Line tools provide significantly increased levels of  
stability and support during machining owing to the tailored 
support of the toolholder to each insert profile. In addition, 
Mega Line boasts a unique clamping system with an indented 
insert edge that is designed to withstand increased cutting 
forces during machining and prevent insert rotation.

Offered	in	Vargus’	VKX	tough	submicron	grade,	Mega	Line	
inserts are available in size IC 5/8”MG with one cutting edge 
for improved machining of large pitches. Mega Line standard 
inserts are now available for the following profiles: ISO, Round 
(DIN 20400), Trapez, ACME, Stub ACME, American Buttress 

(ABUT), Metric Buttress (Säge) and Specials.
The Mega Line toolholder range comprises external and 

internal styles in shank diameters of 25mm, 32mm and 40mm 
for external toolholders and 40mm, 50mm and 63mm for 
internal toolholders. The 
maximum tool overhang 
for internal toolholders is 
150mm.

The most up-to-date 
thread turning products 
can be found at Vargus 
Gen – Vargus’ new online 
and desktop software 
program for tool  
selection and cutting  
condition data. 

For more  
information contact the 
local agent Pilot Tools on 
TEL: 011 607 1818 

Vardex Mega Line presents heavy-duty 
solutions for extra large pitches
Now available as a standard line in a wide range of profiles.



METALWORKING NEWS   v 12. 5   November 2013   89

Investing in a CNC machine tool shouldn’t require nerves 
of steel. But, for owners of small to medium sized machine 
shops with a need for high-productivity 5-axis machining, 

that’s exactly what used to be the case. High purchase cost 
and complexity were usually enough to put-off those with  
anything less than cast-iron composure. Until now! 

Haas Automation introduces the Haas UMC-750 Universal 
Machining Centre, for 3+2 and simultaneous 5-axis  
machining. Flexible, 5-axis machining offers reduced set-up 
times and increased accuracy for multi-sided and complex 
parts. The new Haas UMC offers all of these at an affordable 
price and with Haas Automation simplicity and peace-of-mind 
as standard.

The Haas UMC-750 offers travels of  
762mm x 508mm x 508mm and an integrated dual-axis  
trunnion table. The machine is equipped with an inline  
direct-drive, low-heat 40-taper spindle (8100 standard, or 
optional 12,000 rpm), and comes standard with a 40+1 tool 
side-mount tool changer. The trunnion can position parts to 
nearly any angle for 5-sided (3+2) machining, or provide  
simultaneous 5-axis motion for contouring and complex 
machining. The machine provides +35 and -110 degrees  
of tilt and 360 degrees of rotation for excellent tool clearance 
and large part capacity.

“The UMC has been designed and built based on what our 

users have told 
us they need 
in a universal 
machine,” 
says Haas 
Automation 
Europe Managing 
Director, Mr. Alain 
Reynvoet. “In a 
nutshell, it is a  
high-performance 
CNC machine tool for a  
fraction of the usual cost associated with machines of such  
significant capability and high quality. Our customers have 
come to expect innovative, low-cost machining solutions that 
do not compromise on performance and reliability. They won’t 
be disappointed with this latest machine tool from Haas.”

A wide selection of high-productivity options is available for 
the UMC-750, 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.

For more information about Haas Automation and  
Haas products contact the local agent Haas Factory Outlet on  
TEL: 011 974 2301, or visit www.haassa.com

Introducing the Haas UMC-750 
universal machining centre
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In today's economy where price pressure is a major factor for 
the modern machine shop, the Tungaloy Corporation has now 
developed a new range of economical turning inserts that are 

cost effective for the end user while delivering performance 
benefits beyond the realms of alternate products. The new 
EcoTurn line from Tungaloy is a series of inserts that are  
dimensionally smaller than standard ISO insert ranges. 
Therefore, EcoTurn are not only economical but also eco-
friendly inserts, which need fewer resources than standard size 
inserts. However, despite the smaller size insert, the performance  
of the EcoTurn range is equal to standard size inserts.

The new EcoTurn series incorporates the same chipbreaker 
designs as Tunagloy's industry leading turning lines with  
identical insert thicknesses for enhanced strength. The  
innovative new ISO turning line offers  
exceptional economy by reducing the tooling 
cost per insert corner while providing  
performance levels equal to Tungaloy's 
leading turning brands when machining at 
depths of cut up to 3 mm. Aimed at the  
general machine shop, the application  
range of the EcoTurn is extremely diverse.

The EcoTurn series is available with 
CNMG, DNMG, TNMG, WNMG insert forms 
and the grades on offer include the  
Tungaloy T9115 and T9125 CVD coated 
inserts for steel machining with remarkable 
versatility. For finish turning, the NS9530 

Cermet and GT9530 coated Cermet grade with its exceptional 
fracture resistance is the insert of choice.

The new EcoTurn line has been created to generate 
improved profit margins for end users through reduced tooling 
costs. This benefit is widely available for Tungaloy customers 
as the tooling specialist has made the series available with a 
vast array of insert types and grades with a mass selection of 
chipbreaker designations. The chipbreakers include Tungaloy's 
TSF, TM, SS and SM types. These chipbreaker designations give 
the end user a choice of inserts for finishing to medium cutting 
applications for all four of the insert forms on offer.

To accommodate the new EcoTurn range of inserts, 
Tungaloy has expanded a series of “Turning A” toolholders that 
utilise double clamping design to increase clamping forces 

and rigidity. The double clamping system 
improves stability and cutting performance 
while the newly designed position of the 
clamping reduces chip adhesion and thus 
enhances chip-flow away from the work 
envelope. The new toolholders are  
available for right or left hand cutting in 
metric and imperial dimensions and  
combining with the insert types. The 
EcoTurn range is suitable for turning,  
facing and profiling processes.

For further details contact  
Star Tooling on TEL: 011 818 2259,  
www.startooling.co.za

“EcoTurn” - Tungaloy’s new series for 
cost reduction in general turning

Unique to the industry, Heidenhain has announced the 
launch of the new straight cut CNC control, the TNC 
128. User-friendly and very intuitive best describe this 

new control designed for use with milling, drilling and boring 
machines.

Noteworthy on the TNC 128 is its ability to assist the user  
during program creation with "Help" graphics, practical 

prompts, 
machining 
cycles and 
cycles for 
coordinate 
transformation. 
Additionally,  
the NC  
conversational 
keys on the TNC 
operating panel 
make program 
entry more  
convenient than 
its predecessor.

The TNC 
128 is a  

compact straight cut control in the now familiar stainless-steel 
design along with an integrated 12.1-inch TFT colour flat-panel 
display. The screen, the TNC and machine operating panels,  
as well as the powerful main computer with Celeron  
Dual Core 1.4 GHz CPU, are all housed in one unit in the  
stainless-steel operating panel. Cables between the  
components are not required, presenting a huge cost savings!

The TNC 128 can control up to four axes and one spindle; 
if the spindle is configured in an open loop, the TNC 128 can 
control up to five axes. Also, the TNC 128 permits the  
connection of touch probes and edge finders, including the 
Heidenhain tool touch probe for tool measurement, the TT 140.

A PLC basic program adapted to the machine with the 
"PLCdesign" PLC development software is also available for the 
TNC 128.

The new TNC 128 control's integrated Ethernet interface 
allows quick and easy connection into a company network 
ensuring efficient data transmission. Internet access is also 
available. Input units, display units and removable storage 
media are connected to the TNC 128 via the USB interface  
(2 x USB 3.0 on the rear side, 1 x USB 2.0 on the front).  
Plenty of memory is available on the 2 GB CFR memory card.

For further details contact Mafema Sales on  
TEL: 011 314 4416

Heidenhain's new user-friendly straightcut  
control for milling, drilling and boring machines
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Together	with	the	Walter	Cut	SX	grooving	system,	Walter	AG	
has launched a new Blaxx™ designed parting and slitting 
mill, the F5055. It shares an extremely robust and precise 

construction, as well as outstanding performance and process 
reliability, with the other milling cutters in the BlaxxTM range.

The	new	Walter	Cut	SX	grooving	system	is	based	on	 
self-gripping, form-locking indexable inserts and extremely 
favourable cutting force guidance into the tool. The flexible top 
clamp can itself be relieved, or can fully deploy its clamping 
force. The effect is a safely anchored indexable insert and as a 
result, excellent process reliability. Indexable-insert losses are 
therefore almost completely eliminated.

These clamping properties are also desirable for slitting 
cutters. Developers at Walter AG therefore designed the Blaxx™ 
F5055 slitting cutter based on the grooving system. Walter 
Blaxx™ stands for an extremely robust and extremely accurate  
construction, with outstanding performance and process  
reliability. It is precisely these features that are provided by 
the	Walter	Cut	SX	clamping	system	and	the	F5055	body.	The	
design ensures safe clamping of the insert even at higher 
speeds. As a result of the excellent concentric and axial run-out 
values for the cutter body, vibration is kept to a minimum.

The	properties	of	the	Tiger•tec® Silver cutting tool  
material are combined with the properties of the tool body. 
"Blaxx™	–	powered	by	Tiger•tec® Silver" also applies to the 

F5055. The slitting cutter utilises 
the same indexable inserts as the 
grooving tools, and these are  
currently available with the WSM33S 
and WSP43S cutting materials. In total, 
there are three geometries available.

The stable CE4 for medium to high feed rates and  
applications with good chip compression, the universal CF5 for 
most materials and low to medium feed rates, and the  
easy-cutting CF6 for good machining conditions and low feed 
rates	or	for	non-ferrous	metals.	As	the	Walter	Cut	SX	and	the	
F5055 use the same indexable inserts, users of both tooling 
systems benefit from reduced inventory costs. Walter supplies  
the F5055 in diameters of 63 to 250 mm for insert widths of 
2.0 to 4.0 mm. Thanks to the universal performance of the 
cutting tool material, the tool is suitable for cast-iron, steel and 
stainless steel components. Moreover, it is also suitable for 
materials with difficult cutting properties, and therefore  
particularly suitable for the aerospace industry, where  
production of large volumes of the highest-quality components 
demands tools with exceptional reliability.

For further details contact Spectra Carbide Tooling 
Technology on TEL: 0860 23 23 23 or email  
spectra@spectra-sa.co.za or visit www.spectra-sa.co.za or  
follow them on Twitter @Spectra_Carbide

Parting made easy - Walter
New Blaxx™ F5055 mill optimises parting and slitting.
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CNC machine tool builder Okuma now offers a new app 
available on THINC® -OSP -CNC controls that allows 
users to receive scheduled maintenance and inspection 

reminders and avoid downtime.
Okuma, a world-leader in CNC machine tool manufacturing, 

has released a new app that displays scheduled maintenance 
and inspection reminders. Depending on 
the particular maintenance that needs to 
be performed, service recommendations 
can be displayed on a daily basis or  
intermittently throughout the life of the 
Okuma CNC machine tool directly on the 
CNC control without interrupting  
programming. The new app enhances  
productivity by helping to minimise 
unplanned service and downtime.

The scheduled maintenance App  
automatically appears on the CNC control 
when maintenance is needed based  
on the needs of the particular machine.  
It shows all of the maintenance tasks set 
for that specific machine by the Okuma 
software department. If tasks cannot be 
completed that particular day, the user 
has the option to choose when to receive the next reminder or 
can dismiss the warning.

Features of Okuma’s scheduled maintenance  
reminders include:

Logged job records to assist with troubleshooting issues.

Reminders that are pre-programmed and based on the  
specific machine and serial number.

Users can also opt for customised, periodic maintenance 
reminders that the operator selects upon installation. Daily 
reminders include routine checks for chuck/tailstock pressure, 
coolant/oil levels, etc. that can be programmed and scheduled 

to appear based on user preference. 
Once the maintenance has been  
performed, the operator checks off the 
tasks and minimises the app.

The Okuma scheduled maintenance 
App is available for a variety of CNC 
lathes, multifunction machines, and 
machining centers equipped with the 
Okuma THINC® OSP- P200 or P300 CNC 
control. Apps like this are only possible 
using Okuma’s THINC-OSP CNC control 
because of its unique open-architecture 
platform. Both the scheduled  
maintenance reminders and the daily 
scheduled maintenance reminders are 

available in one combined App.
Developed by Okuma’s Application 

Engineers, the scheduled maintenance 
App is available for free download through the Okuma website. 
For more information or to download the scheduled  
maintenance App or other Okuma THINC Apps visit  
www.okuma.com/thinc-apps.

For more information contact F&H Machine Tools on  
TEL: 011 397 4050, www.fandhmachinetools.co.za

New Okuma App provides customised, scheduled  
maintenance reminders for CNC machines

Dynamic workpiece handling 
with Sinumerik Integrate Run MyRobot

Automation of machine tools will immediately become 
more flexible: with Sinumerik Integrate Run MyRobot, 
Siemens Drive Technologies Division and Kuka Roboter 

GmbH presented a solution for integrated operation,  
programming, and diagnostics of a Kuka robot in Sinumerik 
at EMO 2013. For example, in conjunction with the new "Run 
myRobot" technology, the CNC control Sinumerik 840D sl  
package can optimally enable Kuka robots to perform handling 
tasks on machine tools, in particular, loading and unloading of 
machining cells. Interaction, such as operation, tool retraction, 
teach-in, and diagnostics of robots, can be performed through 
just one operator panel with the Sinumerik 840D sl, thus 
increasing the efficiency and flexibility of the machine tools. 
Customers can order this technology package with immediate 
effect from Siemens.

As part of the dynamic automation solution, functions for 
handling are one hundred percent available at the Sinumerik 
Operate user interface. The execution of the machine tool and 

robot program can be tracked and controlled on screen on  
parallel channels. This gives the operator a quick overview 
of the current status of the machine tool and robot. The 
Sinumerik hand-held terminal HT8 and the user interface can 
be used to "teach" not only machine tool-related setup actions 
but, as part of the same operating philosophy, also the path 
points and functions of the robot.

Execution of the robot movements, provision of robot safety 
functions, and other robot-specific functions are still performed 
by the Kuka robot control KR C4. The Sinumerik 840D sl is  
connected to the Kuka control via a command interface.

With the mxAutomation function block library from Kuka, 
the motion sequence of the robot can be programmed  
completely in the Sinumerik control 840D sl. In this way,  
the robot program can be created completely without any 
knowledge of Step 7, the Siemens tool for PLC programming.

For further details contact Andre Le Roux of Siemens on 
TEL: 011 652 3640 or visit www.siemens.com

Integrated operation, programming, and diagnostics via the Sinumerik Operate  
user interface from Siemens

Okuma has been developing  
its own CNC controls since 1963. This is the  

Okuma OSP-P300 control
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Feeler's	U600-5AX	machining	centre	is	aimed	at	general	
machining, mould and die and low volume manufacturing. 
It	has	a	trunnion-type	design	with	X,	Y	and	Z-axes	mounted	

on a rigid column. This is combined with A and C rotary axes on 
the trunnion which, says the company, gives better visibility for 
the operator and easier access for loading and unloading as 
well as a larger safe zone for tool changing. Twin sliding guards, 
at right angles to each other, give uninterrupted access to the 
working area from both the front and side of the machine. 

The	600-5AX	has	a	460	by	 
520	by	400	mm	XYZ	working	

envelope and a 15 000 rpm 
BT-40 Big Plus spindle, 
with 10,000, 12,000 and 
20,000 rpm spindles 
available as options.  
Axis travel speed is  
30	m/min	in	X,	Y	and	
Z. A 30-tool magazine 
is fitted as standard 
with a 40-tool option 
available. 

Designed using 
advanced FEM  

software, the machine 
has a single-piece base 

and column design to 
reduce accumulated errors. 

The castings are of a box 
design with long 
slideways while 
the tilting table 
tailstock design 
prevents 
deflection. 

The small 
footprint  
FVT-1000 
vertical lathe, 
which is  
easily  
integrated into 
a production line, 
is designed for heavy duty turning 
performance. A Fanuc a40/6000 spindle motor combined with 
a ZF gearbox offers a maximum torque of 4,700 Nm at 90 rpm. 

The FVT-1000 has a maximum turning diameter of 1 000 
mm and a maximum turning height of 850 mm and a 32-inch 
diameter chuck. It has a maximum 1 500 rpm spindle speed. 
It is fitted with a 12-station BMT 85 fully hydraulic turret. Servo 
turret and live tooling options are also available. 

FEM methods have optimised the machine for maximum 
rigidity and heavy-duty cutting with box guideways throughout 
and large diameter ballscrew drives. 

For further details contact Craft Machine Tools on  
TEL: 011 845 2030/1/2/3, www.craftmachinetools.co.za 

Feeler launches U600-5AX 
and FVT-1000

A 5-axis vertical machining centre and a vertical turning centre were launched EMO. 

Mitsubishi has simplified the way in which its range of 
chip breakers are named. In the increasingly  
competitive and complex world of metal cutting, a new 

system that first identifies the cutting mode, light medium 
or roughing (L, M and R), then the ISO 
material specification, (P,M,K and S) was 
thought to be the best way for users to 
quickly identify which insert was most 
suitable for their application.

In conjunction with the launch of  
several new turning grades for steel, 
stainless steels, cast iron and difficult to 
cut materials, the new breaker naming 
system aims to provide clarity and a  
correct choice that ensures the high performance 
and productivity levels the end user is seeking.

New MC5000 series inserts
Amongst the new turning grades, 2 new types 

for cast iron, MC5005 and MC5015 will be 

available from October. Incorporating a new CVD coating and 
an updated carbide substrate. The substrate has 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 heavier loads 
and during interrupted cutting.

MC5005 has been found to give excellent 
results against existing coated carbide grades 
and ceramics during continuous turning of grey 

cast iron (GG30). Additionally the grade 
MC5015 was tested on a tough  
interrupted cutting application; ductile 
cast iron material (GGG70), resulting in 
longer tool life than expected.

For more information contact 
Multitrade Distributors on  

TEL: 011 453 8034, www.multicarb.com

Easy selection breaker system -  
Mitsubishi
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Iscar emphasized the theme of ‘Machining Intelligently’ on 
their stand at the EMO 2013 exhibition where they displayed 
their latest leading-edge tools. According to Iscar these tools 

help its customers adapt to high speed, high feed machining, 
minimum quantity lubrication (MQL) and other modern  
machining strategies. 

Iscar’s tool families intend to increase profitability and 
improve efficiency under its HighQLine campaign.

Flashturn – small size inserts
In many turning applications people tend to use larger 

inserts than are actually required for the machining parameters 
being applied. Therefore, Iscar is introducing a wide range 
of Flashturn small size inserts, which provide an economical 
advantage regarding cost per cutting edge. 

The new inserts are available in a wide range of  
geometries, corner radii, chipformers and the most advanced 
carbide grades.

They are available in WNMG, CNMG, SNMG, DNMG and 
TNMG geometries. These inserts are thicker than the standard 
inserts of the same sizes, which provides higher durability. 
Also	available	are	small	size	Heliturn	LD	inserts	in	CNMX	and	

TNMX	geometries.	These	inserts,	like	their	larger	counterparts,	
have high positive radial, helical cutting edges and positive rake 
angles - a combination that substantially reduces cutting forces.

Penta-IQ-Grip
Iscar is introducing the Penta-IQ-Grip line for parting and 

grooving operations with a 5-edged insert for much deeper 
grooving and parting applications, compared with currently 
available pentagonal inserts. 

Penta-IQ-Grip has an innovative dovetail clamping structure 
that ensures a face contact of the insert, which means that 

the insert is very rigid 
in the pocket and 
therefore capable of 
recessing and  
holding side forces. 
All these characteris-
tics ensure excellent 
straightness and  
surface finish for 
parting applications.

A new  
user-friendly 

clamping mechanism enables easy and quick 
cutting edge and insert  
indexing. Three insert sizes 
are available for parting 
20, 30 and 40 mm  
diameters.

Penta-IQ-Grip is a  
powerful insert with 5 edges 
for accurate parting and  
grooving operations.

For further details contact Iscar 
South Africa on TEL: 011 997 2700 or 
visit www.iscar.com

Tools, inserts improve efficiency - Iscar

With the combination of precision mechanics, powerful 
and intuitive software and support, Starrett Galileo 
Vision Systems take camera-based measuring systems 

to the next level.
From simple, manual, single-feature operation to  

complex, automated part measurements, Galileo combines 
high-resolution images with a sturdy, precision mechanical  
platform to deliver superb accuracy for a wide range of  
measuring applications.

Galileo Systems are available with a choice of control and 
software systems and have excellent illumination capabilities. 
They are constructed to the highest quality standards, providing 
exceptional performance and consistent, reliable operation.

Galileo is easy to use, versatile, and accurate and with a 
wide range of options you can configure a Galileo System that’s 
just right for your application and budget.

Galileo EZ is a new general purpose video-based  
measurement system ideal for quality assurance and  
inspection labs, manufacturing, assembly and research  
facilities.	A	precision	mechanical	bearing	X-Y-Z	stage	and	

column translates data 
accurately and repeatable 
to a digital readout.

The new Galileo MV 
from Starrett is a  
general purpose video 
based measurement 
system ideal for quality 
assurance and  
inspection labs and 
manufacturing,  
assembly and research 
facilities.

A	precision	mechanical	bearing	X-Y-Z	stage	and	column	
translates data accurately and repeatable to a dedicated 
metrology display or host PC with measurement software and 
choice of system enhancements.

Manual or motorised configurations are available on both units.   
For further details contact WD Hearn on  

TEL: 021 534 5351

Starrett Galileo vision systems
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TaeguTec unveiled its new high-speed steel line 
of taps that provides universal metal cutting 
solutions on a variety of materials. The new line 

offers	two	different	flute	geometries	for	both	through	
and blind-hole applications. 

The HSSE-cobalt T-Tap new line expands  
TaeguTec’s threading range beyond milling and turning 
applications with carbide tools to high-speed steel. 
The high cutting speed with low cutting force taps’ 
universal application is ideal for steel, stainless steel 
and cast iron applications.

Whether	it	is	metric	ISO	standard	or	fine	threads,	
the optimized cutting geometries of the new taps line 
ensures easy chip evacuation for precise and reliable 
machining.

The material used in the new T-Tap line is offered 
in three different grades: uncoated, steam tempered 
or titanium nitride. No matter the coating, the T-Tap 
HSSE line enables higher productivity and economy 
on a wide range of materials. Its longer tool life is credited by 
its innovative cutting geometry and the option of either TiN or 
steam tempering.

Tale of two geometries
TaeguTec’s	straight	flute	with	spiral	point	HSSE	taps	for	

through hole threading have a form B 4-5 threads chamfer, a 
dimension	range	of	M2-M20	(MF8X1.0-MF16X1.5)	and	an	 
ISO 2-6H tolerance.

The innovative geometries of this new series forces the 
chips	forward	making	tapping	an	easy,	cost-efficient	process	
while	its	optimal	design	credit	to	shallow	flutes	is	only	used	in	
combination	with	cutting	fluids	(not	chip	evacuation).	

The	right	hand	spiral	40	degree	flute’s	features	for	blind	
hold threading comes with a helix angle, form C 2-3 threads 
chamfer, the same dimension range and ISO tolerance as the 
straight	flute	with	spiral	point.

The	difference	is	that	the	tap	is	designed	with	spiral	flute	

grinding which forces the chips out of the hole and is designed 
for	both	cutting	fluid	and	chip	evacuation.

Grading grades 
The uncoated T-Tap grade is a perfect economical choice 

and is recommended for steel up to a maximum 800 newton 
per square millimeter while the steam tempered coating ferric 
oxide	layer	at	the	cutting	edge	makes	it	perfect	for	chip	flow	
and reduces built-up edges for increased tool life.

For high hardness, chemical stability and heat resistance 
applications, the physical vapor deposition TiN coating offers a 
longer tool life due to its balanced characteristics of low heat 
conductivity and smooth operation at low cutting speeds and 
universal application on a wide range of materials.

Testing the life out of T-Tap
TaeguTec extensively tested the new T-Tap line on various 

materials and working conditions to make sure that it  
surpasses every customer’s needs.

Its steam tempered tap on machining a sleeve made from 
carbon steel (AISI 1040, C40) was found to be optimal at a 
cutting speed of 14 meters per minute and lasted perfectly for 
1,300 thread holes.

On the other hand, the two TiN coating tests handled low 
alloy steel and tool steel with ease.

The case study of the TiN coating for a driving wheel made 
from low alloy steel (AISI 5115, 16 MnCr5) found that the 
application took 20 meters per minute to machine and lasted 
1,800 thread holes while the tool life of a transforming stamp 
using	tool	steel	(X36CrMo17)	continued	for	850	thread	holes	
at a cutting speed of 15 meters per minute.

TaeguTec also tested two special coatings for companies 
that need tailor made tools.

The	first	was	on	a	supply	pipe	in	which	the	material	used	
was nodular cast iron (GGG40). The titanium aluminium 
nitride coating’s cutting speed was a mind blowing 25 meters 
per minute but its true eyebrow raising feature was its tool life 
of 3,500 thread holes.

But more impressive was the application on an  
aluminium alloy cylinder head. For this job, TaeguTec  
tailor made a DLC coating which has a cutting speed of  
22 meters per minute with an incredible 8,000 thread hole 
life.

For further details contact TaeguTec South Africa on  
TEL: 011 362 1500, www.taegutec.com

Tapping into the market with TaeguTec T-Tap





There is a considerable loss in productivity in steel  
turning due to machine shops holding back on cutting 
speed with an emphasis on establishing a safe,  

predictable tool-life. This has been largely due to the  
performance of tools throughout the broad mid ISO P25  
application area. Process security has been a concern 
because of uneven insert wear development with either  
careful process supervision or more frequent stopages to 
change inserts. Cutting speeds have been kept well below  
any recommended levels.

Predictability has become increasingly important in 
today’s machining, especially where there is limited  
supervision in production. There are always a number of 
threats to the edge line remaining intact long enough in  
steel turning. One challenge is the breadth of the ISO P25 
application area, which includes several very different  
materials, from ductile low-carbon steels to high-alloy hard 
steels, bar material to forgings, castings to pre-machined 
parts. The advances with the new grade, GC4325, will  
actually help users resist holding back on cutting-data levels. The grade provides extremely high process security through  

its ability to retain an intact edge line. 
This latest innovation in tool material provides a new,  

higher potential for increasing cutting speeds and a longer, 
more predictable tool life with very high reliability, over an 
extended broad ISO P25 application area. 

Withstands higher temperatures
The insert substrate and coating of GC4325 have  

been developed to better withstand high temperatures,  
thereby reducing the effect that causes excessive wear.  
As a bonus, the grade is highly capable of maintaining  
the insert edge line at higher temperatures, which  
translates into the capability for higher cutting speeds  
with added security through more predictable, longer  
tool life.

With GC4325, longer tool-life is achieved through  
retaining an intact edge-line, which increases machine  
utilisation through fewer tool changes. The new grade  
also has the highest recommended cutting data of all  
P25 grades – and the process security to maintain it.  
This new grade also gives consistent performance with  
a minimum need for process-supervision.

With all this in mind an average productivity increase  
of 30 percent from today’s existing levels is now available. 
The grade represents a new generation of performance  
with coated cemented-carbide indexable inserts, providing  
a new potential to be tapped throughout a large and  
diversified application area. 

Take a closer look at what this new grade has to  
offer at www.sandvik.coromant.com/gc4325  

For further details contact Sandvik Coromant on  
TEL: 0860 101 008 or Mary-Ann Germishuys on  
TEL: 011 570 9615 or email: mary-ann.germishuys@sandvik.com

Steel turning - shorter cutting times 
with higher process security

Sandvik’s Grade GC4325 brings a new generation coated cemented-carbide  
grade for steel turning. 

GC4325 from Sandvik Coromant addresses the  
P25 steel turning challenge with increased cutting speeds,  

longer tool life and higher reliability 
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Renishaw’s Sprint high speed analogue contact scanning 
system for CNC machine tools is designed to facilitate 
automated process control without the need for operator 

intervention.
The Sprint system incorporates a new generation of  

on-machine scanning technology that will deliver a step-change 
in the benefits of process control, enabling fast and accurate 
form and profile data capture from both prismatic and complex 
3D components.

Drawing on Renishaw’s partnerships with major businesses 
in key industrial sectors, the Sprint machine tool scanning  
system has been designed to provide a game-changing  
capability for high value CNC manufacturing processes.

For blade manufacture, the Sprint system provides  
unprecedented capability for blade tip refurbishment and root 
blending applications. The high-speed measurement of blade 
sections coupled with high data integrity (even on leading  
and trailing edges) ensures the indication of true part  
condition leading to an adaptive machining capability. 
Automated routines, such as set-up, blade alignment, blade 
scanning and data collection result in significant accuracy and 
cycle time improvements over touch-trigger systems.

For multi-task machining applications, the Sprint machine 
tool scanning system offers users completely new process  
control capabilities, including exceptionally repeatable  
diameter measurement cycles. By employing master part  

comparison, the Sprint 
system becomes an 
“active” control enabling  
measure-cut processes 
to be automated for 
accurate diameters on 
large parts. This capability 
can result in the size  
of diameters being  
automatically controlled  
to within a few microns of  
tolerance Measurement  
functionality such as  
part run out, machine 
centreline and circularity, 
also serves to  
significantly enhance  
the manufacturing  
capability of  
multi-tasking machine 
tools.

Additional functionality offered by the Sprint system  
provides a rapid health-check of a CNC machine tool’s linear 
and rotary axes in seconds, making it possible to implement 
a daily machine monitoring regime with little or no operator 
involvement. 

Each Sprint application is enabled and supported by a  
software toolkit package which is dedicated to a specific industrial  
task, for example, the Sprint blade toolkit. The toolkits include 
on-machine data analysis tools which run automatically in-cycle 
and provide measurement feedback to a CNC machining process. 

At the core of the Sprint system is the revolutionary OSP60 
scanning probe. The OSP60 probe has an analogue sensor with 
0.1	μm	resolution	in	three	dimensions,	providing	exceptional	
accuracy and the greatest understanding of workpiece form. 
The analogue sensor technology in the probe provides a  
continuous deflection output that is combined with machine 
position to derive the true location of the part surface. 
Measuring 1000 true 3D data points per second, the system’s 
superior analytical capabilities provide unparalleled  
opportunities for workpiece measurement, inspection, adaptive 
machining and on-machine process control, whilst optimising 
machine utilisation and cycle time. This new scanning  
technology opens up new process control methods not  
previously possible with other measurement methods.

In parallel to extremely fast and accurate 3D measurement 
the Sprint scanning system has also been designed to facilitate 
automated process control with no requirement for operator 
intervention.

Incorporating multiple patented technologies, the Sprint 
system enables unrivalled high-speed, high-accuracy 3D  
surface data collection through powerful compensation of the 
static and dynamic volumetric errors which are often  
associated with high-speed machine movement.

The Sprint system is a ground-breaking high-speed, high-
accuracy tool with an exceptional range of potential applications,  
enabling a wide range of measurement and process control 
methods, reducing scrap and rework, while increasing machine 
capacity by reducing measurement cycle times. 

For further details contact Toolquip & Allied on  
TEL: 011 370 2727 or visit www.renishaw.com

Contact scanning system facilitates  
automated process control - Renishaw
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The rotary axis and the corresponding tailstock are integrated 
in the machine frame making it extremely user-friendly 
and ensuring short setup times when switching from 

sheet to tube processing. During sheet processing, the tailstock 
rests in the parking position. In addition, a wizard, which is  
integrated in the machine control unit, guides the operator step 
by step through the configuration of the next tube processing 
job. For example, the wizard tells the operator at which height 
to set the rotary axis and how to position the tailstock. During 
processing, the foot pedals ensure convenient operation. Thanks  
to these aids, even beginners achieve the best cutting results. 

Bystronic introduced the ByAutonom 3015 laser cutting 
machine at Euroblech 2012. Developed from the beginning 
as a machine that operates autonomously, ByAutonom, in 
combination with an automation system such as the ByTrans 
(material handling), ByTower (compact storage tower) or ByCell 
(fully automated storage system), can be operated with minimal 
labour. 

With ByAutonom the labour tasks associated with laser  
setups and manned operations are significantly reduced 
thanks to features like the Automatic Lens Cassette Changer, 
Automatic Nozzle Changer and Automatic Nozzle Centering. 
With the latter, in the event of nozzle contact with a cut part, 
the system will automatically re-center the nozzle and then  
continue with cutting. Users have the option of incorporating  
the ByLaser 4400 or ByLaser 6000 watt CO2 laser power 
sources. They also have the option of a rotary axis for the  
processing of tube profiles.

BySprint Fiber new with nozzle changer
From now on, the automatic nozzle changer – available  

on Bystronic CO2 laser cutting machines for the past two years 
– is also offered as an option on the BySprint Fiber.

When equipped with the nozzle changer, the machine  
automatically selects the optimum nozzle for every cutting  
plan. This increases autonomy, process reliability, and also  
the quality of the cut parts.

The automatic nozzle changer is fast and simple to  
operate, requiring no more than 15 seconds to complete a  
nozzle change. A total of 40 nozzles can be made available, 
using five magazine wheels. The individual wheels can be 
equipped in just a few simple steps. 

The automatic nozzle changer is available for all  
combinations of the BySprint Fiber: in the 3015 and 4020  
formats, and with 2, 3 or 4 kilowatts of laser power.

Competence Days 2013 
In September, under the slogan "World Class Manufacturing",  

Bystronic presented innovations and trends in the field of sheet 
metal processing. In 2013, Bystronic once again focusses  
systematically on its customers' requirements. "In the future, 
we want the users of our systems to be cost-effective, efficient 
and fast; from the offer right through to 
the delivery 
of the 
manufactured 
parts. We  
support them 
in this with new  
solutions," 
explains Johan 
Elster, Head of 
Business Unit 
Markets.

Some of the highlights were:
•	 BySoft	7	–	New	functions	for	creating	offers	and	 

 production planning including Cost Calculator – Simple  
 calculation of part costs, PartID – Labelling cut parts  
 and parts removal in Plant Manager

•	 Mobile	monitoring	of	machines	and	processes
•	 BySprint	Fiber	–	New	with	CutControl
•	 ByAutonom	–	New	with	Power	Cut
•	 Bending	-	New	functions	-	Xact	now	with	4-axis	backgauge		
•	 ByVision	Bending	now	on	Windows	tablet	computers		

 and with voice control 
•	 BendSolver	–	New	for	smartphones	and	tablet	 

 computers
•	 Bystronic	Configurator	–	Pressbrakes	and	tools	online
•	 Waterjet	cutting	-	ByJet	Smart	–	high-quality	and	 

 compact

For further details contact First Cut on TEL: 011 614 1112, 
www.firstcut.co.za

ByAutonom 
now with rotary axis

The Bystronic laser cutting machine ByAutonom is now available with a rotary axis. 








