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EDITOR’S

COMMENT

Are your salespeople grabbing all the business they can?

I

had the opportunity to stop over and stay in
New York for two nights recently, after
attending the SolidWorks World 2011

conference in San Antonio, Texas. The break
was welcome because of the flying time you
have to endure from New York to
Johannesburg. 15 hours approximately and
this would be after already flying the four hours
from Texas. And who would not want to visit
New York even if 15 inches of snow had fallen
during the first night of your stay? See a
picture further on in the magazine.
I hate to admit it but my PC is about five

years old so it was my intention to visit the Apple Store while in New York,
get some expert advice on the product and whether I should migrate to a
new platform. A friend had also asked to see if I could maybe get him an
iPad as they were not available in South Africa at the time.
What an experience to go and visit the largest Apple retail location.
There was nothing fancy about it. You enter the store through a glass box
that is located in the middle of an open square that was mostly covered with
snow. This immediately makes an impression on you. From there you
descend into a rather large area that is open, clean looking, with hundreds
of people milling around or playing with product and purchasing.
You could see that the salespeople were very busy but despite this I was
approached immediately in a very friendly and not imposing manner. I could
say this experience happened at all the other consumer retail outlets I
visited in the US. It makes you feel welcome and they certainly want your
business.
Three hours later I left the Store with most of the information I needed to
know and I was convinced that when I got back to South Africa I was going
the Apple route. After working through the iPad option it was decided that it
was a 'nice to have' but not practical in terms of what my friend was looking
for. In that period in the Store I dealt with three different salespeople and
they all could not do enough for me even though they knew they were not
going to get a sale. They were happy to impart their knowledge.
Back home another friend's son had just joined the Core Group, the
company that markets Apple in South Africa, on the sales side.
Being the loyal type I asked him for a quote for a new iMac as well as some
other items. My friend who wanted the iPad also put in his order.
Granted he could not retire on the order we were giving him
but it would contribute. This was three weeks
ago and we are still waiting for a quote.
Need I say more!
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VIEW

POINT

Why does Africa
need to be a BRIC?
O

n 23 December 2010 South Africa
received a formal invitation to join
BRIC, a group of countries where
membership is based on the size and
emerging nature of their economies. The
question is whether becoming one of the
'BRICs' (as current members Brazil, India,
Russia and China are termed) is
beneficial, whether mutually or at all and
what this may mean for economic
integration across Africa.
The economic focus in 2010 was
based on opportunities identified during
the recovery phase from the financial
crisis. So, although the invitation to join
BRIC as a full member may seem aligned
to this focus, it appears that regional,
bilateral and domestic trade reform has
been pushed aside, with the latter-most,
especially, being a problematic area for
South Africa.
The acronym 'BRIC' was coined in 2001 by Goldman
Sachs, for the benefit of their investors, to describe a
grouping of large emerging economies. There is no binding
agreement between them and the term is thus merely a
form of classification, rather than a collective noun. They
are not formally linked in any way, their only formality being
their common attendance at summits and the steps they
take to improve financial co-operation and investment
opportunities. It has also been stated that there are two
ways to view BRIC, firstly as a generic marketing term to
refer to these four countries, or, secondly as a quick
reference to the theory that they have the potential to
become the newest powerful trading bloc. They cannot,
however, be viewed as a political alliance.
The invitation to South Africa to join BRIC did not
appear as if by magic. During the course of 2010,
President Jacob Zuma paid diplomatic visits to all four
BRIC members, but focussed his lobbying efforts on China,
during that time overtaking the US as South Africa's
biggest trading partner.

Economic growth through BRICS?
Benefits experienced by members of BRIC in the last
ten years include a more important role in the world
economy as investors shifted their focus onto them, and
greater economic and diplomatic clout. This last point is
important, as it can be argued that South Africa's newfound
membership of BRIC is more of a political decision than an
economic decision.
The question remains though as to why the birth of

'BRICs' is a cause for celebration.
Goldman Sachs maintains that the share
of exports to BRIC countries is increasing
in developing and emerging countries.
It can be argued that as the middle class
grows in these emerging markets, with
South Africa being no exception, the above
statement equally applies to all emerging
economies, whether they are BRIC
members or not. Growth will happen
naturally, irrespective of a grouping
membership.
The term BRIC applies to large and
emerging economies. South Africa could
therefore not be seen as a large economy
as its economy is approximately
one-quarter of the size of India and
Brazil. The population is small in
comparison and as far as labour is
concerned, South Africa has a largely
unskilled workforce, with complex labour laws.
Bilateral and regional initiatives
India and South Africa are considering a bilateral
agreement in the form of a Free Trade Agreement, a
powerful instrument of trade and a reason to regard their
common membership of BRIC as superfluous with regards
to trade between them.
Other South-South trade negotiations are ongoing
and perhaps this is the area that needs to be focussed
on, rather than on non-binding grouping
membership.
In addition, there are a number of regional initiatives
currently underway that require all South Africa's attention
and focus. Before the country aligns itself with other
countries and continents, it remains a country of the
continent of Africa and needs to prioritise accordingly if
full economic integration is to be achieved. As the biggest
contributor to the collective pot of the Southern African
Customs Union (SACU), South Africa's role in reaching
regional agreement is paramount.
One of the reasons given for South Africa's new
membership is that it is the gateway to Africa as the most
advanced economy in Africa. South Africa can only be the
gateway to Africa if Africa allows it, and it will only allow it
once economic integration is achieved.
Membership of BRIC needs to be considered
carefully in light of the above comments and opportunities
in South Africa's own 'backyard', so that these, as well as,
foreign investment opportunities, are effectively
harnessed.

This is the viewpoint of Caroline John, an Admitted Attorney of the High Court of South Africa and an Assistant Manager
in the Ernst & Young Tax Department, specialising in Indirect Tax: Customs and International Trade
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Mitsubishi tool grade
for hardened steels
and a size expansion
of the SUF ball nose
radius indexable
end mill series
Mitsubishi Materials Corporation releases a new tool grade
dedicated to machining of hardened steels and a size expansion for its
indexable ball nose end mill series, SUF.

R

ecent years have seen a growing increase in the use of
indexable bull nose end mills for the machining of
die & moulds and other components. In comparison with
solid carbide end mills, the use of indexable ball nose end mills
offers the customer both an increase in machining
performance with high accuracy finishing and a decrease in
overall tooling costs.
This recent release in the SUF series covers the smaller
diameter range 10mm, 12mm and 16mm as well as an
addition of the larger 32mm diameter. This now makes tool
selection easier for the customer.
The inserts used with the SUF series are manufactured
with high tolerances, for example the diameter tolerance of
0/-0.020mm and a radius tolerance of ±0.010mm, thus
making it comparable to that of solid carbide tools, and
resulting in high accuracy machining.
As stated with this release there is the new tool grade,
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MP8010 that is specifically dedicated to
machining of hardened steels (up to
65HRC). MP8010 offers an ultra fine
carbide substrate with a PVD
coating that consists of (Al,Ti,Si) N,
the combination of the ultra fine
carbide substrate and the
PVD coating utilizing Si enable it to
be effectively used for machining of
even the hardest of work piece
materials.
New style edge insert cutter
for cast iron
The VOX400 face mill has primarily been
designed with overall stability in mind, enabling it to cover a
wide range of cast iron milling applications.
The design of the side-on or vertical insert allows the
cutting forces to be absorbed through the whole length of the
insert instead of through the far thinner face to face dimension.
This absorption of cutting forces has several knock on
benefits for increased efficiency and versatility. It enables the
maximum depth of cut to be greatly increased compared to
conventional cutters.
Fairly large depths of cut can also be achieved with
standard methods, but this usually results in instability caused
by vibration and lack of rigidity that compromises both
component quality and tool life of the inserts. This example of
extra depth of cut was seen to be beneficial when machining a
customers' cast iron (GG40) press mould base, where the
usual 5mm depth of cut could be doubled to 10mm at a
cutting speed of 230 m/min with a table feed rate of 2050mm.
In addition to the efficiency savings due to the increased
stability, the new SONX type inserts also boast 8 cutting edges
compared to the usual 4 typically found on vertical type inserts.

The increased
number of
usable
edges
obviously
provides
benefits
in
economy,
but in synergy
with the convex
geometry of the
actual cutting
edge and the
shaped face relief,
they also offer valuable
reductions in cycle times with
an efficient cutting action. The
clamping of the insert itself is done with a single screw and
provides easy usability.
The extremely smooth surface provided by the Black super
smooth coating technology in conjunction with the newly
developed CVD coated carbide grade MC5020 helps prevent
the problems with welding that are common when machining
cast iron.
The VOX series of cutters are available in fine or coarse
pitch types from Ø63 ~ Ø250mm.
BC8020 multipurpose CBN grade
General purpose is not a description usually associated
with CBN. Traditionally CBN grades operate exceptionally well,
but within the restrictions of a narrow band dictated strictly by
the material being machined and very precise cutting
parameters.
Advancements in materials, coatings and manufacturing
methods have combined together with increased knowledge of
edge honing styles and chipbreakers to provide a new grade
with a much wider application range.
Mitsubishi's "Particle Activated Sintering Method"
creates a much stronger binding between the particles that
enables the main CBN material to have a more reliable and
stronger cutting edge than previous grades. This added
strength enables interrupted cutting without compromising tool
life for high speed continuous operations on steels up to
60HRC. In addition high crater wear resistance makes it
possible to use larger depths of cut than is usually possible for
operations such as removing outer carburised layers on raw
material.

Another feature of the
BC8020 series is the inclusion
of chipbreakers for some insert
styles. The chipbreaker
geometry has a similar radius to
the insert corner and optimises
its position in relation to the
cutting point to allow deeper

cutting for
increased metal
removal rates.
This ability to
increase metal
removal rates;
something also not
traditionally associated
with CBN grades,
further demonstrates the versatility
of this new series.
Wiper type inserts are included in the range for increased
efficiency and improved surface finishes. To complete the
choice for the cutting engineer and ensure the optimum insert
can be chosen, BC8020 has 3 different edge honing styles:
FS for continuous cutting, GA for general cutting and TA for
interrupted applications.
Mitsubishi Materials Group
Mitsubishi Carbide is a leading global manufacturer and
supplier of cutting tools, innovative materials and solutions for
the metalworking industry and is part of the Mitsubishi
Materials Group, which has manufacturing plants
and sales organisations worldwide.
Multitrade Distributors
Mitsubishi Materials is represented in
South Africa by Multitrade Distributors. The
company provides machining / production
tooling requirements for the metalworking
industry and are also agents for
international
manufacturers:

Arno Alu
Inserts for
aluminium
machining,
SsangYong Ceramics ceramic inserts, NT Tool Corp machining
centre holders, Kintek shrink fit chucks, toolholders for
CNC lathes, turning tools, HSK holders and toolholders and
milling cutters with indexable inserts. Multitrade Distributors
also distributes the Komet Group range of modular tooling
systems and metal cutting tools.
For further information contact Multitrade Distributors on
TEL: 011 453 8034
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Mittal increases SA prices
again as from March 1
S

outh Africa's largest steel producer ArcelorMittal
South Africa (Mittal) has confirmed that the prices of the
steel it will sell into the domestic market will rise again on
March 1, 2011, having already increased prices by an average
of 5% as from February 1, 2011.
Spokesperson Themba Hlengani said that flat steel
products for March delivery would increase by an average of
7%, while the price of long-steel product would rise by an
average of 11%.
He said that the increases were "in line with the global
surge in steel prices as a result of escalating raw material costs
and stock replenishment."
The March increase will be the second instituted by the
JSE-listed group since the start of the year, with prices prior to
that having remained more or less flat since August 1, 2010.
Mittal claims to set its prices using a basket of domestic
selling prices in four countries and then adjusting that price to
a forecast on the rand/dollar exchange rate. The rand has
weakened materially against the US dollar since its high of
around R6,65 in late December.

But Mittal's
The increases were
methodology is still a
“in line with the
point of contestation
between the company
global surge in
and the government,
steel prices as a
and the issue came
into sharp relief again
result of escalating
last year when the
raw
material costs and
steel group increased
stock replenishment.”
prices on the back of
Kumba Iron Ore's
move to cancel a
long-term iron-ore supply agreement - a matter that is still
subject to an arbitration process.
The company is also anticipating that first-quarter sales
may be as much as 10% better than its initial forecast of
850 000 t. The group is, therefore, seeking to materially
ramp-up production across its sites, but has also
experienced some recent production disruptions at some
of its mills.

METALWORKING NEWS

V10.1

March 2011

9

The Johannesburg
International Motor Show
back after a three-year break
The Johannesburg International Motor Show, to be held from
6 - 16 October 2011, was launched at a function at the
Johannesburg Expo Centre.

A

ddressing the audience, Mr David Powels, President of
NAAMSA (National Association of Automobile
Manufacturers of South Africa) said that. "The Motor
Show is accredited by the International Organisation of Vehicle
Manufacturers based in Paris and features prominently on the
calendar of International Automotive Exhibitions. The 2011
event promises to be the biggest and most exciting Automotive
Lifestyle and Trade Show in South Africa with about
400 exhibitors of automotive components and accessories,
some 57 Car brands, 23 Truck and Bus companies as well as
international participants. We expect over 275 000 visitors
many from African countries, Europe and the Far East."
"The timing of the show is ideal for the South African
Motor Industry to illustrate to the world the way in which it has
restructured and realigned itself to the challenges facing the
global motor industry. The South African Motor Industry is
emerging from an extremely tough business environment in
which it has been forced to re-examine the business model to
ensure global competitiveness in the years ahead. Together
with our partners in the supplier component industry, major
focus has been placed upon localisation and Value Addition.
Significant investment on the part of the supplier industry has
resulted in a much learner, technologically capable and skilled
component industry enabling OEMs to target key strategic
global markets."
"We are working closely with Government to ensure the
new Automotive Production Development Programme takes
the industry to new levels in the years ahead. The outlook for
the South African domestic vehicle market in 2011 is
encouraging. We forecast growth of around 15% year on year.
Importantly, we anticipate steady growth in the medium term.
The South African Motor Industry remains one of the most
competitive in the world. With over 1500 models and
60 marques competing for what is, in global terms, a relatively
small market. It is intensely competitive and demanding. The
South African customer justifiably demands an outstanding
product and the highest levels of after sales service."
"The Johannesburg International Motor Show 2011 is an
all inclusive event accommodating two additional expos, being
the "Johannesburg Truck & Bus Show" and the Automotive
Allied Industries "Autoshop". The broad based objectives for
the 2011 event are:
• To showcase the South African Motor Industry and to
project its global competitiveness.
• To stimulate business and investment opportunities.
• To showcase new products, technologies and services.
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• To provide world class marketing and engagement
opportunities in a unique lifestyle environment.
• To re-enforce the bond of the Motor Industry with the
South African consumer.
• To leverage new business and trade opportunities
while stimulating enterprise development.
South Africans love their motor cars and all major
manufacturers will use the International Motor Show during
October to showcase their products as well as the capabilities
of the South African automotive industry. Manufacturers
constantly strive to improve their products, not simply by
making them more glamorous and attractive, but also by
making them safer, more secure, more economical and more
environmentally friendly. Visitors to this year's Motor Show will
be able to see the latest automotive technological
enhancements in vehicles marketed in South Africa.
The Johannesburg International Motor Show is the major
Southern Hemisphere event on the international automotive
show calendar, every aspect of every new car is examined and
assessed by potential buyers and motoring journalists alike,
and then written and broadcast by the latter in incredible
detail and discussed by the former, with even more passion!"
"The Automotive Industry is the biggest industry in the
manufacturing sector in SA and the Johannesburg
International Motor Show provides an appropriate platform for
showcasing products and exports into Southern Africa, Africa
and world markets as a whole. Many overseas visitors and
trade delegations to this year's event will attest to that reality.
Industry exports of SA produced motor vehicles is expected to
reach a record 300,000 units this year which together with
vehicles produced for the local market will translate into near
record industry production for 2011 of over 550,000 units. In
terms of Government's policy for the Industry, the vision and
target for vehicle production in South Africa by 2020 is over
1 million motor vehicles with significant local Value Add."
"Finally, as far as the 2011 Johannesburg International
Motor show is concerned, we are fortunate in having the
upgraded Expo Centre as our venue, a venue which is almost
unique among international motor show venues, by offering,
apart from substantial indoor space, also a great deal of
outdoor space for exhibits and driving experiences thereby
offering the organizers the opportunity of delivery an
all-encompassing "wow experience" for visitors to the show.
We are all looking forward to welcoming you to a Johannesburg
International Motor Show of world class standard which will
offer the ultimate automotive lifestyle experience."

The SA Auto industry in brief
The automotive sector, regarded as the leading
manufacturing sector and contributing, in total, 5,9% to the
country's GDP in 2009, has been identified in government's
2007 and 2010 revised National Industrial Policy Framework
and Industrial Policy Action Plan as one of the priority sectors
to fast-track growth and development. The positive
developments and achievements in the South African
automotive industry, since 1995, have been driven by a
supportive automotive policy regime. The 2020 vision under
the new Automotive Production Development Programme
(APDP), shared by
government and industry,
is to double vehicle
production from the 2006
levels of about 600 000
units to 1,2 million units
by 2020, with a much
stronger development of
the automotive
component sector.
The South African
government's target of a
6% economic growth rate,
increased foreign direct
investment, skills
development and an
increase in downstream
beneficiated exports will
largely depend on future
successful performance
in priority sectors such as
the automotive industry.
Aggregate
employment in the
automobile manufacturing
industry in 2009 amounted
to about 30 100 persons
whilst employment in the
component
manufacturing industry
was of the order of
61 000 employees. Total
employment in the trade
area, namely in the
vehicle sales and vehicle
maintenance and
servicing field, currently
amounts to about
203 000 persons.
Employment in the tyre
manufacturing industry is
of the order of 5 700
persons. The automotive
industry exhibits a high
multiplier effect due to
the creation of
opportunities in
automotive and related
areas and maintains
direct linkages with a
large number of support
services and SMMEs.
Employment ratios vary
from country to country,
but generally for every
worker in the

manufacture of a motor vehicle there are at least two or more
employed in used vehicle sales, servicing and repair.
Main automotive trading partners
South Africa's main automotive trading partners (exports
plus imports) for 2009 reflected the country's global linkages
with the OEM parent companies in Germany, the USA and
Japan. Germany comprised R39,98 billion or 28,4% of South
Africa's total automotive trade in 2009, followed by the USA
with R19,08 billion or 13,5% and Japan with R17,40 billion or
12,3% of total automotive trade.
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Boeing will produce eight Next-Generation 737-800 jets for Comair Limited,
an airline based in Johannesburg that flies domestic routes across South Africa.
Comair intends for the new 737s to update the fleet of its
low-fare airline, kulula.com.

T

he Boeing 737NG is a commercial passenger jet that seats
162 passengers in a two-class arrangement or 189
passengers in a single-class layout. The jet builder said the
eight planes have a contract value of $646 million at current list
prices. The contract should not be considered new business for
Boeing, as it previously listed the order on its total orders and
deliveries report but attributed it to an unidentified customer.
Boeing also emphasizes that the Next-Generation 737s now
in service are 5 percent more fuel-efficient than the first
Next-Generation 737s delivered in 1998. It is forecasting further
fuel-efficiency improvements to come soon, thanks to Boeing's
performance improvement package.
The jets in this order will feature the new Boeing Sky Interior,
a design package that involves new stowage bins, sidewalls,
lighting, ceiling panels, air vents, passenger service units, and a
new flight attendant panel. It's meant to present passengers
with a more open cabin with more room for carry-on bags and
LED lighting that is brighter as well as more atmospheric. Boeing
adds that the new lights last longer and are more energy
efficient than the previous lighting design.
"The purchase of new Boeing 737-800s is historic for our
company and gives all our 1,800 staff a great feeling of pride,"
according to Gidon Novick, joint CEO of Comair Ltd. "The new

12 METALWORKING NEWS

V10.1

March 2011

fleet is an essential part of our efficiency drive, which will not
only give us a cost leadership position in our industry, but also
provide our customers with exceptional levels of reliability and
comfort with the spacious new interior."
In addition to its 737-800 order, Comair ordered Boeing
Commercial Aviation Services' Maintenance Performance
Toolbox. Boeing explains that the Toolbox integrates
manufacturer and customer documentation, using intelligent
graphics and cross-document searching, to link aircraft fault
data to specific maintenance actions. It also provides a
comprehensive structural repair history for each airplane.
Comair launched kulula.com in 2001 as South Africa's first
low-fare carrier. It operates an all-Boeing fleet of ten 737s,
including three leased 737-800s. With nearly 800 weekly flights,
Comair also operates as a franchise partner of British Airways,
with thirteen 737 airplanes flying domestically in South Africa
and regionally in Southern Africa.
"Comair is an amazing success story, as this airline company
has posted operating profits each year since it was founded in
1946," said Marlin Dailey, v.p. - Sales and Marketing for Boeing
Commercial Airplanes. "Today's order demonstrates the value
the 737-800 has already brought to its fleet and the confidence
Comair has in this airplane."

GMSA to invest R530 million
this year as it chases 50 000 unit
production target
General Motors South Africa (GMSA) says it is 'upbeat' about increasing
vehicle assembly volumes at its Port Elizabeth plant as the next-generation
Chevrolet Utility and the new Chevrolet Spark enter production later this year.

T

he local arm of the US vehicle manufacturer
assembled more than 26 000 vehicles in 2009,
increasing volumes to 32 000 units in 2010.
GMSA vice-president planning Ian Nicholls says the
company is investing R1 billion in these new vehicle
programmes over the next three years, which also includes
gearing up for the future production of the next-generation
Isuzu KB model.
The Spark is a new platform for the GMSA plant, while
the Isuzu and Chevrolet Utility platforms have been in
production for some years already.
Around R530 million will be invested in the
Port Elizabeth facilities this year.
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"It is important for us to increase our sales and,
ultimately, our production as we work towards achieving the
50 000 unit [annual] production target required by the
government's Automotive Production Development
Programme (APDP)," says Nicholls. The APDP, government's
new volume-driven support programme for the local
automotive industry, will be implemented in 2013.
Nicholls notes that the APDP programme plays an
important role in offsetting some of the inherent
competitive disadvantages of assembling vehicles in
South Africa - such as distance from markets and suppliers
- but adds that the industry still has a long way to go to
increase competitiveness versus markets such as Thailand
and India.
"The continued survival of the South African automotive
industry is, therefore, dependent on the extent to which
manufacturers can reduce costs and improve efficiencies,
while also effectively operating in an increasingly
competitive marketplace. At GMSA this is a primary area of
focus for us with all our short and long-term plans
structured around continually driving our levels of
competitiveness and performance up."
GMSA, now the head office for General Motors' (GM's)
operations in Sub-Saharan Africa, aims to grow its business
across the continent, adds Nicholls.
This will also aid the company's goal of achieving the
magical 50 000 mark, as GMSA has not yet received a
big-volume export contract from its parent company.
(Around 50% of an initial production volume of 15 000
Sparks a year will be exported to New Zealand, Australia
and other right-hand drive markets in the Asia Pacific.)
"We are investigating opportunities to expand sales
beyond Southern Africa by exporting locally produced
products to countries in sub-Saharan Africa," says Nicholls.
Countries that offer the most potential are Nigeria, Angola,
Senegal, Ghana and Kenya. Last year, GM gained almost
25% of the market in East Africa, becoming market leader
in this region. "There is potential for our locally produced
Isuzu, Chevrolet Utility and the Chevrolet Spark to be
exported to sub-Saharan Africa countries," says Nicholls.
GMSA grew its 2010 South African sales by 26% over
2009 volumes. Total sales volume for the last six months of
2010 was up 41% compared with the first six months of the
year, notes GMSA vice-president finance Michael Sacke.
Sacke attributes this growth to the new products GMSA
launched into the market in the second half of the year.
This year, the company will launch four new vehicles
into the local market.

BAE Systems awarded
over R900 Million RG31 MRAP contract
for readiness and sustainment

T

hrough its teaming
agreement with General
Dynamics Land Systems
Canada (GDLS-C), BAE Systems,
Land Systems South Africa won a
contract worth more than
ZAR 900 million ($130 million)
for survivability and mobility
upgrades to its RG31 Mine
Resistant Ambush Protected
(MRAP) vehicles.
The upgrade kits will further
enhance the survivability and
mobility of the battle-proven
RG31 vehicles. As part of the
modernization work in South
Africa, a powerpack providing
higher performance and new
suspension components and
transfer cases, which were
designed and manufactured by
BAE Systems, will be incorporated
into the upgrade kits.
"We appreciate our ongoing
relationship with GDLS-C as well
as the confidence that the U.S.
military has in the RG31 vehicle.
Readiness and Sustainment is an
important part of our business
and through these programmes
we continue to protect the lives of U.S. Soldiers,"
said Johan Steyn, Managing Director BAE Systems,
Land Systems South Africa.
The RG31 is a mature, combat proven mine protected
armoured personnel carrier designed, developed and
manufactured by BAE Systems in South Africa. In total,

over 1,600 RG31 vehicles have been delivered through
GDLS-C under the MRAP programme, an additional
566 RG31s have been delivered to U.S. forces under
separate contracts.
For further information, please contact
Natasha Pheiffer of BAE Systems on TEL: 011 747 3381

Copper cable worth R259 million stolen in 2010

T

he estimated replacement cost of copper cable stolen
from major users in 2010 amounted to R259-million, the
South African Chamber of Commerce and Industry
(Sacci) reported.
It stated in its latest 'Copper Theft Barometer' report, that
December copper theft figures decreased marginally to
R17,55-million from the November figure of R18-million, but
remained notably above the mid-2009 figure of R15,66-million.
Monthly copper theft levels were fairly stable at between
R16-million and R18-million from June to December.
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Sacci said that the improved economic circumstances in
2010, compared with 2009, and the antitheft strategies of the
enterprises involved, including Transnet, Telkom, and Eskom,
appeared to have paid dividends.
According to Telkom's 2009 corporate governance report,
copper theft was not a problem unique to South Africa. Zambia,
Tanzania, Kenya, Great Britain, and the US were also
attempting to combat a significant prevalence of this crime.
Copper theft is estimated to cost the South Africa
economy R5-billion a year.

Steel construction industry
denies knowledge of collusion

T

he Southern African Institute of Steel Construction (Saisc)
said that it was not aware of any form of collusion in the
steel construction industry, as the industry was becoming
increasingly more competitive and opportunity for
anticompetitive behavior was minimal.
This comes after the Competition Commission had
uncovered widespread anticompetitive conduct by some of
South Africa's largest construction companies.
The Commission has urged construction companies to
engage in a 'fast-track settlement' of the Competition Act
contraventions relating to bid rigging for projects in the public
and private sectors.
But, Saisc director Dr Hennie de Clercq said that currently
the capacity of the steel construction industry exceeded the
workload, making it a buyer's market and creating fierce pricing
competition between companies.
He said that it was common practice for six or more
companies to tender for any steelwork project. "This is not an
optimal process, as it is quite a costly exercise to bid for a
project, but it does mean that the work usually goes to whoever

offers the lowest price, sometimes at the expense of the quality
of the work."
On large or complex projects, companies sometimes form joint
ventures, consortiums or take in subcontractors to work on a
project, but De Clercq said the clients were always fully
informed that the companies were working together.
"These arrangements may give the impression that there is
collusion, but, in my experience this is a standard and
acceptable business practice that occurs all over the world,"
he added.
Saisc noted that even though market conditions in the steel
industry were radically different in 2007/8, when clients
virtually had to beg contractors to do their steelwork at almost
any price, companies were still not prone to collusion owing to
their unwillingness to share attractive projects.
"As far as the institute is concerned there is no collusion in
the steel construction industry in South Africa where collusion
means a conscious and underhand attempt to fix prices
through negotiation," concluded de Clercq.
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Growth envisaged for Gauteng economy
as Ford simulator officially opens
The Gauteng provincial government, along with Ford Motor Company
of Southern Africa (FMCSA), have opened a Production Simulator Facility,
attached to Ford's assembly plant in Silverton, Pretoria.

T

his follows the decision by Ford to
invest approximately R3.4-billion to
produce its new Ford Ranger
pickup truck in South Africa.
This world-class Production
Simulator Facility is focused on
improving the assembly process
capabilities of current and future Ford
employees, in preparation for the
production of the all-new Ford Ranger.
The facility will enable Ford to train
employees through simulating
production processes off the line, long
before they start building the new
vehicle.
Once all Ford employees have been
trained, the facility will be used to
provide practical training for mechanical
and industrial engineering students from
tertiary institutions like the Tshwane
University of Technology.
"While the facility will allow us to
develop the assembly sequence and
processes for our new product without
disrupting the production of current
models, it will allow us to improve the
skills of our employees dramatically, enabling them to build world
class vehicles, with best-in-class quality, and compete with the
best in the world," said Jeff Nemeth, president and CEO of
FMCSA.
"We're excited about the opportunities this training facility will
afford students in the engineering field. We see this facility as an
enabler to grow and develop more engineering candidates not
only for Ford Motor Company of Southern Africa, but for the
industry," said Nemeth.
According to an economic impact report, Ford's investment
will contribute R79 billion to the Gauteng economy over the next
15 years and create about 700 000 direct and indirect
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employment opportunities.
"The provincial government has
demonstrated its commitment to growth
in the automotive industry by including
this sector in its industrial policies and
future strategies," said Gauteng MEC for
Economic Development, Qedani
Mahlangu. An amount of R32 million
was allocated for training and
development programmes at the
assembly plant, giving a much-needed
boost to skills development in this
sector.
The Supplier Park Development
Company (SPDC), another Blue IQ
subsidiary, is responsible for the
building and its maintenance and its
sister company, another of Blue IQ's
subsidiaries in the automotive sector,
the Automotive Industry Development
Centre (AIDC), will provide recruitment
and training of new and existing staff as
Ford gears up to commence production.
Amanda Nair, CEO of Blue IQ, says
the project confirms the value of Blue IQ
as a facilitator of strategic infrastructure
that supports economic growth and job creation.
"The ongoing collaboration highlights the strong level of
confidence Ford has in the province and our work," she said.
The facility is part of a project that also includes a BB-BEE
Supplier Incubation Facility to nurture black-owned component
suppliers. Huge setup and investment costs have, in the past,
limited opportunities for smaller enterprises to participate in this
industry.
"Government is addressing the obstacles and constraints
that SMMEs face in launching and reaching sustainability. They
need to be geared for enterprise growth, not just survival,"
said Mahlangu.

Specialist cutting tool supplier
Star Tooling celebrates 30 years
Since its modest beginnings 30 years ago, Springs based Star Tooling
has worked to preserve the founders' ideals of service, on-time shipment,
top quality products and technical support.

T

"

he quest to improve quality and productivity has never
been more critical to the success of machine shops
than it is today" says Chris Schmid of Star Tooling.
"The difficult business conditions that currently affect
customers have placed considerably more stringent
demands on suppliers. As OEMs and manufacturers
aggressively seek to control costs, orders for many types of
parts have become more sporadic, while order volumes
generally tend to be lower. This presents a challenge for
manufacturers whose production operations must shift
gears to meet these new economic realities" continued
Chris Schmid.
"While cost pressures increase, customers continue to
demand better quality and shorter lead times from
manufacturers. On the shop floor, therefore, continuous
improvements are crucial to maintaining efficient and
competitive processes. Reaching this goal demands that
we optimise every element in the overall manufacturing
scheme. Frequently, this extends beyond piecemeal
changes in capital equipment to a fundamental
reassessment of machining configurations and strategies"
explains Chris.
"One such discipline is in the milling operations
area."
"Whether 20 to 30 years ago or today, successful
milling and turning operations demand a close examination
of processes that yield optimal productivity, profitability
and part quality. While these factors were just as important
in the past, today the tools, technology and global
competitive environment are very different."
"It used to be good enough to produce a quality
product at a fair price and deliver it in a timely fashion.
But that was then, and this is now. And the old model no
longer applies because everything changes. Competitors
appear from seemingly nowhere-and everywhere.
Technology races ahead often faster than one can track.
And what was "good enough" just isn't good enough
anymore. In fact, companies that employed "good enough"
as a business strategy are more likely than not, no longer
in business today."
The year 2011 marks a major milestone
Founded in 1981 by Schmid's father Helmut Schmid,
who had immigrated to South Africa from Austria, Star
Tooling this year celebrates 30 years in business.
Helmut Schmid decided to open his own business with
the idea that he could provide clients with the specialist
cutting tool knowledge that he had acquired over the years.
This is still the emphasis of this family run business
30 years later, but of late the company has focused more
on the milling side of machining.
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"It was a
competitive world
out there and not
easy at first but I
knew I had the
knowledge and
was prepared to
give the clients
the service of
improving
production in their
businesses by
providing them
with the right tool
for the right job"
commented
Helmut Schmid.
"Before I knew
it I had grown the
business with over
200 clients on the
books with most
Chris Schmid, who is the son
of those clients
of the founder Helmut Schmid, is now
still buying from
more involved in the day to day
me today" Helmut
running of Star Tooling
Schmid continued.
"Initially I was selling the well known brands of cutting
tools, but there soon came a need to offer my clients
specialised tooling and that is when I decided to import
certain ranges. For example I was the first company to
bring in the Hanita range from Israel."
Today Star Tooling has progressed substantially and
now have over 500 clients that they supply to regularly, and
are the sole importers of a number of well known
international tooling manufacturers.
Included amongst these is Hitachi Tool, one of the
leading Japanese tool manufacturers. For decades, Hitachi
Tool has been concentrating on the die and mould industry
but has slowly expanded its range, and now offers a tool
range which covers the entire process chain.
Star Tooling and Hitachi Tool are currently running a
promotion whereby if you buy 30 or more inserts you will
get a cutter body for free. For every 30 inserts purchased
thereafter you will get another body for free. As the
company says, you could end up never having to pay for
another cutter body.
Another company that Star Tooling represents is
REGO-FIX which has served the metalworking industry
since 1950. REGO-FIX products, such as the ER Collet
system, are recognized universally as the most precise
toolholding systems manufactured today.


Vischer & Bolli's Dock-Lock universal zero-point
clamping system is said to provide accurate and repeatable
setups of workholding fixtures for production run machining
including milling and turning, as well as EDM, measuring
and grinding operations. By employing this clamping
system, workpieces can be set and moved through multiple
machining operations with minimum resetting, the
company says.
Others are the Heule chamfering, deburring and
spotfacing range of tools and HAM precision tools in
solid carbide, cermets, ceramics and diamond for
drilling, countersinking, milling, sawing and
reaming.
Star Tooling now represent the Zeus knurling tool
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agency from Hommel + Keller, which offers a
wide range of knurls and knurling tools to
accommodate virtually any knurling
application.
Other agencies include Czech Republic
NAREX MTE s.r.o., a producer and supplier of
accessories for machine tools aimed at branch
of boring, milling and rolling external threads
and cutting internal threads as well as Italian
manufacturer Mickros Plus which manufacturers
a variety of specially designed workholders,
concentrating on design layout and rigid quality
controls to offer tolerances up to fractions of
microns.
The company's portfolio includes
SWISS TOOL SYSTEMS AG an internationally
active company specialising in the development,
manufacture and marketing of tool systems and
Taiwanese manufacturer HKF Cutting Tool
Manufacturing Ltd, a company that specialises
in the manufacture of various milling cutters.
Star Tooling moved into their 560 m² Springs
premises in 1996, which consist of a well
stocked store room, admin facilities and a staff
compliment of eight.
The company has
opened up a branch in
Durban, KwaZulu Natal to
help with the
servicing of the long term
contracts they have with
the OEMs in the area.
Dave Lategan, who worked
for Toyota will run this
branch.
To compliment the
success of the business
Helmut Schmid says that he
would not have been where he is today if
he had not had his wife, Susan, on board from the
beginning and the arrival of son Chris 26 years ago.
While Star Tooling is a family run business it remains
committed to being known as a specialist tooling supplier
and in particular to the die and mould area.
For further details contact Star Tooling on
TEL: 011 818 2259

New skills strategy
puts emphasis on
occupational-directed training
The Department of Higher Education and Training (DHET) launched the third
National Skills Development Strategy (NSDS3) geared towards wiping out the
skills deadlock that constrains the country's economy.

S

peaking at the strategy launch in Midrand,
DHET Minister Blade Nzimande said that while the
previous two five-year strategies had provided some
of the necessary building blocks to tackle the dire skills
shortage, a more coherent and integrated approach would
be implemented through the NSDS3.
"We are not reinventing the wheel here, we are just
improving on the effectiveness and efficiency of the
country's skills development system."
The Minister noted that one of the biggest glitches in

the country's further education system was the lack of
credible information on the supply and demand of skills.
To this extent, an institutional mechanism would be
established to acquire and analyse relevant data, provided
by the different education and training institutions, and
employers.
Central to the thinking of the NSDS3, is the drive
towards occupational-specific training. Nzimande pointed
out that about 70% of training currently provided by
Skills Education and Training Authorities (Setas) were

short courses, and emphasised that most of these courses
did not address the need for intermediate and higher level
professional qualifications.
"We need to move away from quantity and start to focus
on quality, if we are going to improve this country's skills
base. For instance, even though the system supposedly
delivers about 9 000 artisans a year, we are still
hopelessly short of artisans."
Nzimande attributed this to inadequate programmes
claiming to train artisans, but not delivering quality-trained
people. The NSDS3 would focus on producing 10 000 new
quality artisans, with training being monitored by an
artisan moderating body to ensure adherence to minimum
standards.
He added that the target of producing 10 000 new
artisans a year, for the next five years, was only a starting
number. "If we are able, we will train a 100 000 artisans a
year."
Further, the Minister pointed out that South Africa was
saddled with about three-million youths between the ages
of 18 and 24 years, who had a poor educational foundation
and were ill prepared to undertake further education.
Key to relieving the plight of these young people would
be improving access to Further Education and Training
(FET) colleges in the country. "It is my dream that all people
that participate in FET programmes will also gain work
exposure. These colleges are central to government's
approach in providing youths and adults with skills
fundamental to improved economic and social participation,
productivity and social inclusion," said Nzimande.
In line with Minister Ebrahim Patel's New Growth Path,

the DHET also planned to lean on the public sector, which
is the country's largest employer, to nurture a training
environment that could increase the sector's capacity,
improve service delivery, and support the building of a
developmental State.
"We need to effectively use the funds available, to
achieve the goals set out in the new strategy," said
Nzimande.
The DHET planned to undertake a comprehensive
review on the prior spending priorities of the National Skills
Fund, to reprioritise its funding allocations in line with the
goals of the NSDS3. "We will not be Father Christmas
anymore, this fund will now operate in a clear framework to
assist us in achieving our objectives," he commented.
An additional mechanism to ensure that funds were
spent on training in disciplines central to the social and
economic development of South Africa, a grant, dubbed the
Pivotal grant, had been incorporated in the latest strategy.
Whereas companies that sent employees for training
were previously entitled to a 50% mandatory grant, they
would now receive 40%, and the other 10% would only be
granted on the attainment of certain results related to
occupational training.
While no specific targets for the strategy had been
stated, Nzimande said that yearly implementation plans
would be released, with targets where appropriate. The
implementation plans and targets for 2011 would be
discussed at the department's budget vote speech in
March.
The NSDS3 would be formally deployed on April 1,
2011.

Afrimold tool, die and mould-making
exhibition well set for major exhibitor growth
The AfriMold tool, die and mould-making exhibition which made its debut
in Sandton last year is poised to triple in size in 2011, according to the
organisers who have already confirmed sales of more space than the total
for the inaugural show in August 2010.

E

xhibition director Ron MacLarty is looking forward to a
highly successful event at the Sandton Convention centre
from 27-29 September 2011. Following a visit in
December to sister exhibition EuroMold in Frankfurt,
Germany - the AfriMold team received high numbers of
international enquiries.
"The global tool, die and mould-making industry is focused
on new and innovative trends in part design and manufacture,
with specialist companies actively looking for significant growth
in niche applications," said MacLarty.
"Today it is all about customisation and limited production
runs of specialist hi-tech parts. Greater design freedom has
been created with the revolutionary introduction of
three-dimensional printing units to make both prototypes and
finished parts more quickly and effectively."
Universities in Europe are turning out great designers and
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excellent engineers as was clearly visible at EuroMold.
MacLarty added "A significant Chinese contingent was at the
show. The Chinese Government is clearly actively encouraging
the full development of their tooling industry, which is exactly
what the South African government should be doing locally."
AfriMold 2011 will be placing additional emphasis on the
local motor and packaging industries. Tooling and design play a
critical role in these important industries. The venue will again
be the Sandton Convention Centre and MacLarty said the
addition of a second floor to triple the size of AfriMold 2011 will
be strongly considered.
"We are also delighted that the South African Association of
Toolmakers will be increasing its involvement in AfriMold. Many
of the inaugural exhibitors from last year are doubling the size
of their stands for the 2011 event. Additional exhibitors who
adopted a "look and see" approach in 2010 have now signed
up to participate in 2011 following the "buzz" created in the
industry by the show's debut.
"Our tool, die and mould-making industry needs positive
stimulation. AfriMold provides the ideal platform to showcase
the new technologies which are being effectively utilised
around the world .The scale and scope of technological
development in this area is formidable and moving forward at a
fast pace. The Chinese have clearly seen the potential.
South Africa also needs to do so to level the playing field.
I have no doubt that we have the design background and the
potential to become a major player in international terms.
We're looking forward to another great show in
September."
EuroMold 2010 attracted more than 55 000 visitors from
86 countries. More than 40% of these visitors were confirmed
executive decision-makers. Despite unfavourable weather
conditions the exhibition still attracted more than 22 000
visitors from outside Germany, many coming from Italy, Turkey,
Austria, Switzerland, Netherlands, Spain, China, Belgium,
France, and Russia.
"I think this underlines the general realisation by many
countries of the major importance of a healthy tool, die and
mould-making industry to ensure competitive production and
sales to international markets. Many of the EuroMold visitors
expressed an interest in exhibiting and / or visiting AfriMold,
some to seek local agent representatives in SA, others to seek
alternate suppliers of mould components and accessories.
Delegates to these shows are also seeing the value in new
business contacts and the platforms provided to exchange
experiences in terms of technologies and state-of-the-art
computer-driven design and production. AfriMold's objective is
to achieve this and more."
For more information contact Ron MacLarty at AfriMold on
TEL: 072 353 6699E-mail: ron@afrimold.com or visit
www.afrimold.com

Secant Engineering
continues to grow
For many contract or job shops, the difference between extinction and survival
lies in the flexibility of process that yields good parts. But a job shop
traditionally has had to maximize flexibility.

M

eeting customer demand for both quality
components and consistent, on-time delivery is
essential for any shop's competitiveness. However,
having to subcontract work that can't be done in-house can
add weeks or months to delivery times and compromise
quality standards.
This was the issue faced by Secant Engineering some
years ago before the company took a major decision that
would shape the future. First up the company migrated to
being a fully fledged CNC shop as well as adding drilling
and tapping to their capabilities.
However the company still had its hands tied when it
came to fabrication work and the other disciplines in
metalworking that clients were expecting of them.
Driven by the frustration over lack of control, mounting
customer demand and pursuant of the goal of becoming a
complete general engineering shop, in 2006 Secant
Engineering made its first venture into the fabricating
arena. The company has subsequently invested more
money in capital equipment during the past five years than
ever before.
First to arrive was a Bystronic 4.4 kW laser cutter
with a bed size that could accommodate sheets up to
3000 x 1500 mm, after some major renovations and
additions to the factory floor space under roof.
The first Bystronic was followed shortly by another
4.4 kW Bystar but this time with a bigger bed size of

4000 x 2500 mm.
Realising they were lacking on the bending side Secant
added an extra pressbrake to the shopfloor. This time they
decided on an Amada RG-100 with 110 ton capacity with a
bending length of 3045 mm.
Before long a third Bystonic laser - a Bystar 3015
equipped with 6kW resonator - was purchased.
That investment provided the company with the
additional flexibility and speed to increase production when
it came to thinner sheet. In addition the Bystar allowed
Secant to cut thicker materials and also opened up new
markets, particularly in aluminium.
By this time the bending department was not keeping
up with the cutting division so the company invested in an
Amada HDS 220 ton 4 metre servo drive pressbrake. The
new pressbrake complemented Secant Engineering's
existing fabrication facilities and allows them to bend
almost every possible combination requested with a
4000 mm maximum bend length and 3760 mm distance
between frames using the latest bending software in the
world.
The company now has laser cutting capabilities of up to
4000 x 2500 mm sheet size and the machines provide a
cutting capacity of up to 25mm in both mild steel and
stainless steel.
Although the initial intention of forming this cell was to
provide fabrication assemblies as well as machined parts, 

Secant Engineering has introduced an enhanced version of the BySpeed 3015 laser cutting machine to their fabrication department.
The machine was supplied by Forest Engineering
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The bending department has also benefited with the introduction of an Amada HDS-1303NT press brake
that has a 3110 mm bed with 143-ton capacity

sufficient contract business has taken the company to new
levels in their forming capabilities. Sheet metal bending,
laser cutting and assembly business has inadvertently led
them into contract fabricating.
Expand, don't contract
It seems counterintuitive, but great companies expand
during slowdowns; they don't pull back.
Despite the economic woes of the last couple of years
Secant Engineering has been investing in its future as well

Secant Engineering has added two Victor Fortune
VCenter-102 machining centres on the machining side during 2010.
The VCenter-102 machining centres come with a 4th axis
and the XYZ travels are 1020 x 520 x 560 mm and the
working area is 1100 x 510 mm
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as increasing capacity to cope with demand.
Secant Engineering has introduced an enhanced
version of the BySpeed 3015 laser cutting machine to their
fabrication department. Integral to the high efficiencies
achievable with this state-of-the-art system is the equally
new ByLaser 6000 W resonator, a dynamic power package
that delivers up to a steady 6 kilowatts to the cutting head,
ensuring consistently high-quality cutting across a broad
range of materials. Notable improvements to the
BySpeed 3015 laser cutting system with ByLaser 6000 W

A Victor Fortune VCenter-130 machining centre
has also been purchased by Secant Engineering

The bending department has also
benefited with the introduction of an
Amada HDS-1303NT press brake that has a
3110 mm bed with 143-ton capacity. It also
features touchscreen control with
3-D graphics to assist less experienced
operators with part presentation and
sequencing of bends.
Machining
Secant Engineering has added two
Victor Fortune VCenter-102 machining
centres and a VCenter-130 machining
centre on the machining side during
2010.
The VCenter-102 machining
centres come with a 4th axis and the
XYZ travels are 1020 x 520 x 560 mm and
the working area is 1100 x 510 mm.
The VCenter-130 machining centre is wired
for a fourth axis and the XYZ travels are
1300 x 600 x 610 mm and the working
Secant Engineering has recently won a contract to manufacture 100 jukeboxes a month
area is 1400 x 550 mm.
In between, Secant Engineering have
also formed a welding department, and
resonator are a faster shuttle table, simultaneous nozzle
housed in a separate building is a paint bay that
cleaning and calibration during shuttle times, and a
provides the surface finishing to the completed
conveyor system for small cut drops. Appropriate materials
components / fabrications.
that can be cut on this machine include steel up to 25mm,
For further details contact Secant Engineering on
stainless steel up to 20mm and aluminum up
TEL: 011 818 3640
to 12mm.
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Pumps Valves & Pipes
Africa Exhibition 2011
7 - 9 June 2011
A number of substantial public and private infrastructure projects
across the country have proffered a lifeline to the pumps industry
following the global recession, one of the worst in two centuries.

T

his has been bolstered by renewed activity in the mining
sector and expanded operations in the petrochemical
industry. South Africa plays a major role in pumping
operations in sub-Saharan Africa, which is also enjoying a
revival.
Several companies have reacted positively to the economic
climate and launched exploratory forays into export markets
around the world. Some have managed to navigate the
complexities of foreign markets and enjoyed success.
Growing support from industry organisations
According to the Chairperson of the South African Pump
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Manufacturers Association (SAPMA), Gavin Doran, the sector
has some way to go to reach its pre-recession volumes, but is
expected to do so by the third or fourth quarter of 2011.
Pumps Valves & Pipes Africa 2011 (PVPA) will offer the industry
a cornucopia of networking connections and business
opportunities to expedite its recovery.
Doran believes that government's introduction of the
Competitive Supplier Development Programme (CSDP), which is
focused on developing local industry to reduce South Africa's
reliance on imported equipment, will also help to grow the local
pumps industry.
"This programme will not only help to sustain the industry
in South Africa, but will also help develop technological
innovations, which will increase South Africa's competitive
advantage globally and significantly grow the country's
exports," Doran adds.
According to recent research from Frost & Sullivan on the
SA Centrifugal and Positive Displacement Pumps Market, the
market is expected to grow from the $175.4 million in 2008
to $323.6 million in 2015.
The South African Association of Water Utilities (SAAWU)
has joined a growing number of organisations supporting
PVPA 2011. "SAAWU is a significant stakeholder in the sector
and plays a leading role in implementing the strategic
framework for water services and related initiatives," says
Ntombenhle Thombeni, the organisation's Chief Executive.
"It is therefore important for our member representatives to
exhibit at the show."
Also on board this year is the Association of Steel Tube and
Pipe Manufacturers of South Africa. According to executive
director Colin Shaw, the future is bright for manufacturers and
suppliers. "The current outlook for our industry is very positive
and shows notable growth in water reticulation, petro-chemical
and export sectors. With the apparent 'water shortage',
replacement of the old 'leaking pipes' are very necessary and
with the new potential petrochemical plants (Petrosa SA etc)
being on the drawing board, there is a good demand for our
conveyance products in the near future!" he says. "In addition,
there is great demand for our small bore conveyance products
such as galvanised water pipe for housing and municipality
use, both in South Africa and the rest of Africa, which is 'on our
doorstep'."
Sybil Rhomberg, Managing Director of the SA Capital
Equipment Export Council, says Pumps Valves & Pipes Africa is
the traditional and most logical exhibition for the SACEEC to
support - many of its members will be participating as
exhibitors and the exhibition has been highly successful in its

six previous iterations.
"State Owned Enterprises will have to recapitalise and this
should stimulate additional opportunities for the sector," says
Rhomberg. "This will be enhanced if participants become part
of the Competitive Supplier Development Programme through
the SACEEC."
Large state buyers recognise that they need to support
local manufacturing in order to increase job creation and
provide a platform for new industry entrants to gain experience.
Unions and industry are lobbying for changes to the Black
Economic Empowerment (BEE) Act to include input costs and
labour (both including BEE weighting factors), R&D and locality
along with current adjudication points of price and
performance in the process. According to Rhomberg, this
should assist in improving the competitiveness of local products.
Exhibitors sign up
"We found that Pumps Valves & Pipes Africa is the ideal
venue to showcase our company, products and services, and
we intend to exhibit some new products in 2011," says Allan
Leathers, Sales and Marketing Manager of Enserve. The
company was founded in 1993 and has branches in
Vanderbijlpark, Sasolburg, Secunda and Durban. "We also have
repair service centres situated at the Kelvin and Tutuka power
station sites, which provide one-stop valve repair services to all
of the Eskom power stations in Mpumalanga province. This
year we opened Enserve in Ghana.
"Although our core business is valve and pump
refurbishment and leak detection and repair, we also
manufacture and supply the entire IPV range of ball, butterfly
and check valves, regarded as the leading Fire Safe Certified

Ball Valve brands in the world."
Enserve has complemented its line up with a range of
specialist pump, valve and safety products including
Bungaardtz hazardous duty pumps, Duramask escape masks
and Ari steam valves and steam traps.
Supporting organisations
Pumps Valves & Pipes Africa 2011 is endorsed by leading
organisations:
• African Water Association (AFWA)
• Association of Steel Tube and Pipe Manufacturers
of South Africa (ASTPM)
• Corrosion Institute of Southern Africa
• Foundation for the Development of Africa
• South African Association of Water Utilities (SAAWU)
• Southern African Plastic Pipe Manufacturers
Association (SAPPMA)
• South African Pump Manufacturers Association (SAPMA)
• South African Valve and Actuator Manufacturers
Association (SAVAMA)
• South African Irrigation Institute (SABI)
• The Capital Equipment Export Council
About PVPA 2011
Pumps Valves & Pipes Africa 2011 is the seventh
international trade fair for suppliers to mining; water utilities;
national and local government; industrial and civil engineering
and manufacturing; food, beverage, dairy, brewing; agriculture
and horticulture; petrochemicals; and, pulp and paper
industries.
For more information visit www.exhibitionsafrica.com
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Toyota boss confirms
local taxi production talks
Toyota South Africa Motors (TSAM) president and CEO Dr Johan van Zyl said
the vehicle manufacturer was considering again producing a minibus taxi locally.

T

SAM had manufactured the popular Siyaya - capturing
at one point about 80% of the minibus taxi market
- at its Durban plant, with production ceasing in 2007
when the operation shifted to large-scale assembly of the
Hilux, Fortuner and Corolla models for the local and export
markets.
Toyota's current offering, the imported Quantum
minibus, also repeatedly appeared in the South African
monthly top-ten light commercial vehicle seller-list.
Van Zyl said all minibus taxis currently serving the
industry were imported, which was "really not good for the
economy". He said that TSAM was talking to government to
see if it was indeed feasible to again produce taxis locally.
He noted that TSAM was prepared to make the
investment to serve the taxi community, which he
described as a "good partner" to the local arm of the
Japanese vehicle manufacturer.
Van Zyl said that current talks with government were
focused on mechanisms to "really make it happen".
Both the Department of Transport and the Department

of Trade and Industry (DTI) noted last year that they were
strongly in favour of the local production of minibus taxis.
However, DTI officials also indicated that any taxi
assembly support programme could probably not be
included under government's Automotive Production and
Development Programme, which aimed to incentivise
passenger car production, or the DTI's new support
programme currently being drafted for medium and heavy
commercial vehicles. "Taxis will fall under a different
programme. We need to find an appropriate support
programme for it," noted one official.
Van Zyl said that producing a minibus taxi locally would
have a cost advantage over importing such a vehicle, as it
would have "duty benefits". Import duties on minibus taxis
below 3,5 t gross vehicle mass (GVM) were 26%, and
20% at more than 3,5 t GVM.
Van Zyl also noted that TSAM would launch a new entry
into the sub-B segment, or budget end of the passenger
car market, in 2011, to be followed by "a few more" at a
later date.

Biennial KZN Industrial
Technology Exhibition returns
to Durban in June 2011

E

stablished in 1984, the 13th biennial KZN Industrial
Technology Exhibition will be held at the Durban
Exhibition Centre in Durban this June 2011 between
the 7th and 10th. The popular event is fast becoming a key
component in the industry's exhibition calendar, offering a
broad range of local and international businesses the
chance to both showcase their products, services and
solutions, as well providing a forum for quality business
networking.
With over 6000 people attending the 2009 event,
Loftie Eaton, Exhibition Director said that "the KZN
Industrial Technology Exhibition has grown from strength to
strength, with a wide variety of exhibitors offering visitors a
more varied exhibition to visit. We believe that this is
attributable to the fact that the exhibition offers
businesses a great opportunity to get their products out
into the market, thanks in part to the large, diverse and
captive audience that attends the event."
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The 2011 edition of the KZN Industrial Technology
Exhibition will attract important local and international
business, industry and government contacts that have a
direct influence on the corporate buying decisions of key
personnel from a broad range of economic sectors.
Exhibitors will include bio-technology, chemical and plastics
technologies, electrical and electronic technologies,
engineering supplies, information and communication
technology, logistics and supply chain management,
mechanical and materials handling technologies,
automation and electronics, and robotics, safety,
health and environmental technologies to name but
a few.
For more information about the 2011 KZN Industrial
Technology Exhibition, visit www.kznindustrial.co.za. A
limited number of stands are still available. Potential
exhibitors can contact Loftie Eaton on 041 585-8274 or
email loftiee@specialised.com for details.

Pilot Tools launches
3rd generation 6 series cast iron
and steel turning grades
Pilot Tools is very excited to announce the launch of their new
locally developed and manufactured cast iron and steel turning grades.

W

e have deployed what we term 3rd generation
CVD coatings in our new 6 series grades.
These coatings represent the latest and best
coatings and have been made possible due to our
partnership with the leading European coating houses"
explained Pilot Tools Colin Morrison.

"

The 6 series joins the ranks of Pilot's already
successful 3rd generation 5 and 8 series grades,
providing solutions for the three main material
groups:
• 5 series - moderately alloyed, PVD coated for
stainless steel

•
•

6 series - moderately alloyed, CVD coated for
cast iron and steel
8 series - micro grain, PVD coated multi material
grade

Focus on the new 3rd generation 6 series
Pilot's 6 series grades were initially profiled in
October 2010 at Electra Mining and full scale roll out will
be completed by the end of the 1st quarter 2011. The line
up consists of four grades covering cast iron and steel
turning:
• 6210 - 1st choice for grey cast iron.
• 6215 - 1st choice for nodular cast iron and high
speed machining of steel under good conditions.
• 6225 - 1st choice for steel turning under
average conditions.
• 6230 - 1st choice for steel turning under
difficult conditions.
"We have had excellent feedback on our new 3rd
generation 6 Series grades. To be honest, when we first
re-entered the market in 2009 we did not foresee that in
less than two years we would be in such an exciting position.
We have a South African product that can perform as well
or better than our international counterparts, but with a
massive price advantage! When you are buying Pilot, you
are buying South African, supporting local manufacture,
and saving on tooling costs" a motivated Morrison said.
"Our customers are more than customers, they are our
development partners. They provide us with the opportunity
to test, prove and also improve our products. Our philosophy
is simply, we will match or beat the number of components
that the opposition's insert machines, but do it at a better
price. Where possible we will also advise on the
optimisation of machining processes, thereby adding
further value" continued Morrison.
New production equipment
In order to meet the growing demand for the new
Pilot range of metal cutting inserts, Pilot Tools has
invested in additional pressing and grinding capacity.
Implementation of the new machines should be completed
by March 2011. At the same time the company continues
to increase the size of their sales force and recently
appointed France Gueit as their new Metal Cutting
Sales Manager.
For further information please contact the
Pilot Tools Sales Call Centre on TEL: 011 607 1818.
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Pump maker
KSB Pumps and Valves
KSB Pumps and Valves is a leading manufacturer and supplier
of pumps, valves, related systems and services for use in water, waste water,
energy, industry, mining and building services and others.

P

umps are manufactured under
licence from the company's
principals in Germany and the
USA. The high standard, for which
KSB has a worldwide reputation, is
transferred to KSB SA works and
up-held in a manufacturing process in
accordance with QA listing
ISO 9001:2008.
German-manufacturer KSB Pumps
first arrived on South African shores in
1904, and today, more than a century
later, local subsidiary KSB Pumps
& Valves has entrenched its position
as one of the country's foremost pump
manufacturers.
Within the global KSB Group, the
local subsidiary has the responsibility
to serve the sub-Saharan African
market with pump and valve systems
that include submersible motor
pumps, borehole and centrifugal
Towards the end of last year a Quaser HX 805 CNC horizontal machining centre was installed.
pumps, mixers, butterfly valves, gate
The machine has a double pallet system, both of them 800 by 800 mm with a table load
valves, diaphragm valves for the
of 1500 Kg and XYZ traverse paths of 1200 x 1000 x 1000 mm. The machine was supplied by
general industry, the process
Holmach Machine Tools and is the largest Quaser to be installed in South Africa
engineering, the energy industry,
building services, as well as the
chemical industry, mines, ships, power
The company is among the top three pump manufacturers
stations, sewage treatment plants, water and waste water
in South Africa. About 25% of the company's business is made
transport but is not limited to these types.
up of exports to Africa as well as exports of support parts to

A WKL 300 discharge casing for a multi-stage pump
being machined. This is one of an order of 12
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A suction casing for the WKL 300



the Middle East on behalf of the
KSB Group. More recently the company
has been exporting product back to the
parent company in Germany as well as
supplying into the South Americas.
The South African operation has
several special application competencies
but what is important to note, is that all
the products they manufacture and sell
are original KSB products, which have
been developed by the KSB Group either
in Germany or the US. The company
manufactures under licence to KSB,
which means that they have access to
whatever improvements or modifications
emanate from the research and
development side. And thus, customers
ultimately benefit from the fact that the
local arm is part of a large global group.
The local company not only has
access to its parent company's
technological muscle, but also its
Operations manager Paul Timms with Production Manager John McGowan
stringent quality regime.
The company is part of what is called
industrial sector which is witnessing large investments in the
the KSB global manufacturing network (GmN) and it is only
petrochemicals arena.
possible to be a member of this network if you are accredited
The company also sees growth opportunities in the
according to the exceptionally high KSB quality standards.
after-sales sector, where they aim to offer first-class service.
This accreditation is known as the mbk certification, which
KSB have been supplying pumps into the market for more than
stands for 'made by KSB'. The local arm is one of only five KSB
100 years, so there is a massive pump population out there
companies outside of Europe that have passed this hurdle,
which needs to be serviced.
having achieved this status for the API product range in 2009.
Looking ahead, the company is targeting growth above the
The quality procedures within the company are according to
market average and remaining profitable.
the DIN and ISO standards, but that is only a minimum
The company is convinced that they will continue on this
requirement, as the KSB standards are even more rigorous.
growth path based on their leading-edge product
The certification means that the South African plant can
technology, their global quality levels and their highly
manufacture exactly the same product, with the same quality
committed staff. These three elements, in conjunction with a
and process reliability, as Germany or any other
positive market environment in South Africa, will ensure that
certified plant. These products were originally designed by
the company will continue to grow and create further
German engineers for a manufacturing plant in Germany.
employment locally, according to the company.
"The fact that we are able to equal these standards in
One of the first indicators of this strong growth was the
South Africa, with its notoriously unreliable supply chain, is
decision last year to create a new standalone service repair
remarkable," says a company spokesperson. "We do not simply
workshop.
import parts and assemble locally, we build products ourselves
from scratch, and thus the local supply chain does make
Lean manufacturing concept implemented
it a challenge to manufacture here, but we have met this
Operations manager Paul Timms explains that in 2009
challenge head-on."
the company introduced a lean manufacturing system, which
The biggest growth sectors for KSB's business in recent
runs according to the 'kanban' philosophy, which he describes
years are those where major infrastructure investment is taking
as a pull system, rather than a push system.
place, namely water, sewage, energy and mining, as well as the
"We have implemented this lean manufacturing concept into

A RPH body casing for the petrochemical industry
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Various pumps and valves ready for shipping

Pump castings before machining

our machine shop, our stock assembly area and the
standard assembly areas, and during the course of 2010 it was
rolled out into the area where we produce 'specials', as well as
the boiler making facility," says Timms.
"We adopted lean manufacturing to reduce lead times,
work in process and to continuously bring about improvements
with regard to quality control and on-time delivery."
"In terms of our ISO rating, our quality systems are audited

every year, while for the German TÜV
specification, we are audited every two
years. It is critical that our quality is up to
standard because if we do not comply, the
entire group's rating is affected," says Timms.
When it comes to the manufacture of
specials, namely pumps designed and
made for a specific project, the quality
standards are of the highest order.
"The client will document his quality
requirements in great detail and we will
follow it to the letter. We joke that
sometimes it seems that, at the end of
the day, the quality documentation weighs
more than the pumps themselves"
says Timms.
He adds that the South African
company's strict quality regime has
allowed it to receive MbK (made by KSB)
certification for its petrochemicals pumps,
which means it is now able to
manufacture these products and sell
them with the official MbK logo.
"We manufacture these units for the
local market, but we have also manufactured them on behalf
of the group. Last year and the year before, when our European
counterparts did not have sufficient capacity to manufacture
API pumps for the petrochemicals market, they passed the
orders on to us. These are API pumps, with mechanical seal
configuration, as well as magnetic coupling, according to the
API 685 specification. At present, we have orders in place for 
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The company has a number of Takisawa lathes, also supplied by
Holmach Machine Tools. The newest of these is a Takisawa EX 310
three-Axis CNC turning center with live tooling and bar turning
capability. Currently shafts are being machined on this machine

A new machine installed last year was a
Cyclone vertical CNC lathe with a swing of one metre

magnetic drive units from Europe, Argentina and Brazil" says Timms.
State-owned power utility Eskom. They have overcome many
He adds that the strict quality controls needed to obtain
hurdles to date and will continue the empowerment process,
MbK certification will be rolled out into other products this year.
especially in the area of skills development, employment equity,
Last year the company purchased two new CNC machines
enterprise development and procurement, says management.
as replacements for older machinery.
Established in Germany in 1871, the name KSB refers to
The first to arrive was a Femco VTL CNC vertical turret lathe
the initials of the surnames of the three founders, namely
with a 1.6 metre swing.
Johannes Klein, Friedrich Schanzlin and August Becker. The
Towards the end of last year a Quaser HX 805 CNC
company specialised in pumps, valves and compressors. In
horizontal machining centre was installed. The machine has a
1896, it set up its first venture outside Germany with a British
double pallet system, both of them 800 by 800 mm with a
subsidiary, and thereafter, expanded into the European,
table load of 1500 Kg and XYZ traverse paths of
American, Asian, Pacific and African countries.
1200 x 1000 x 1000 mm. The machine was supplied by
KSB pumps first entered the South African market in 1904.
Machine Tools and is the largest Quaser to be installed in
After World War II, the company was represented in the Cape
South Africa.
by Andrag and across the rest of the country by Steelmetals.
The company has a number of Takisawa lathes, also
KSB Pumps South Africa was registered in 1959, and following
supplied by Holmach Machine Tools. The newest of these is a
various moves, the land it now occupies in Johannesburg was
Takisawa EX 310 three-Axis CNC turning center with live tooling
acquired, and buildings planned to accommodate offices,
and bar turning capability. Currently shafts are being machined
warehouses, production and testing facilities. Today the company
on this machine.
boasts a sophisticated production facility at its Activia Park site.
There are also a number of other CNC lathes, machining
From these beginnings, the company now known as KSB
centres and boring mills as well as a host of conventional
Pumps & Valves has grown into a 420 employee operation,
machinery.
with 120 of these working in the machine shop area. Branches
On the water and due for installation in a couple of months
have been set up in Cape Town, Durban, Nelspruit, Port
is a Mazak CNC lathe with a twin chuck and driven tooling.
Elizabeth, Secunda, Vereeniging, Richards Bay and West Africa.
The company is also at the quote stage for a bridge type
A nationwide dealership network with 120 dealers
turret CNC machining centre with a table size of four by two
complements the activities of the main and regional offices.
metres and another CNC lathe that can turn shafts up to
Between 6 000 and 7 000 standard pump units are
2.5 metres long.
produced each year by KSB Pumps & Valves. Between three
"Only with this continued investment in the local
and four million Rands worth of various shapes and sizes of
manufacturing plant, can growth and KSB's quality
castings are held in stock, waiting to be machined. Nearly
requirements be constantly guaranteed" says Timms.
R100 million worth of finished product is held in stock.
"With this in mind we are looking at investing in two
The company uses SolidEdge as its design software and
machines a year to replace
EdgeCam as its machining
existing machines so as to
software.
increase our capacity, productivity
The global KSB Group is one
and quality" Timms continued.
of the world's leading producers
One of the significant
of pumps, valves and related
milestones in the company's
systems, with a yearly sales
development is when it took on a
revenue of about
black economic-empowerment
2-billion Euro and more than
(BEE) company Medu Capital
14 000 employees at over
Holdings as a partner, which has a
30 manufacturing sites in
share of 25% +1, in January 2007.
19 countries.
Currently, the company is
For further details
accredited to do business with all
contact KSB Pumps & Valves
municipalities and is an
on TEL: 011 876 5600
accredited BEE supplier to
www.ksbpumps.co.za
A WKL 300 five stage pump complete and ready for delivery
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Impressive developments
at Mesh Gear
"Quality in Quantity"

T

here was a time when
specialist gear
manufacturer Mesh Gear,
based in Jacobs, Durban,
KwaZulu Natal, relied on a
handful of clients to keep the
shop busy. "When these clients
are busy we are busy. However
the reverse happens when there
is a downturn. We did not have
all our eggs in one basket but
the clients businesses were in
similar industries and this left
us vulnerable. These clients are
still with us today and they are
very special to us, but we have
expanded or portfolio of clients
as well as the type of
components that we
manufacture these days"
explained owner
Mike Clayton.
Mike established Mesh Gear
in 1976 as a general gear
manufacturing shop to supply
the local industry with
maintenance replacement parts. As there were a number
of similar type companies, it was always the ambition of
the company to lean towards a production orientated type
environment.
"We needed to be different and get away from what
other manufacturers were doing."
"In 1986 we purchased our first CNC, an old Reishauer
gear grinder, the first one in KZN at the time. This was a
move in the right direction for the company. It was around
this time that we established a relationship with Bell
Equipment, a company that has been very special to
Mesh Gear. They are a special customer to us and have
helped our company grow and improve in leaps and
bounds through the years. As their quality and

Various gears manufactured by Mesh Gear
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Steve, Mike and Trevor Clayton

production improved, so we strived to keep up."
"We have now been successfully supplying
Bell Equipment with their gearing needs for the past
22 years. We manufacture a number of the final drive
components for them including ring gears, ring gear
carriers, planet and sun gears, yokes, couplings and
sideshafts."
"In 2000 our premises became too small and it was
necessary to move to our new and current premises, a
decision which has proved to be very beneficial for the
company. Today we have one of the best facilities in the
country for production gear manufacturing. This facility is
totally in-house and therefore wholly monitored and
controlled."

Other gears manufactured by Mesh Gear



investments in equipment, including two CNC controlled
Reishauer gear tooth grinders and two production auto
loading hobbing machines, spending over R7 million. These
machines not only improved our quality in these areas but
also increased our capacity" said Mike.
"We also invested a Klingenberg worm grinder."
"2010 was also a year for investment in equipment for
the company. Our Niles gear grinder has finally been
replaced by a HÖFLER H-1000 gear grinder, imported from
Europe. This now allows us to grind gears with a diameter
of 1 000 mm and root diameter of a minimum of 35 mm
and the quality is a far better."
"Over the years we have been increasing the machines
in the CNC turning and machining department as well and
we now have 15 on the floor. The latest to arrive, installed
last year, is a Victor V-Turn 40 CNC lathe with two meters
between centers. The machine has a turning diameter of
620 mm with a gearbox and high feed rates designed for
heavy duty large component machining. The slant bed
design and solid boxways gives the machine maximum
rigidity for high quality and is an ideal and truly versatile
lathe for long component turning."
"Currently we are turning large motor shafts that will be
used on the traction motors for the locomotives, on this
machine. It is also the biggest lathe that we have
acquired."
"Five years ago we started manufacturing bevel gears
and we now have three machines in this department."
Mesh Gear manufactures production gears and
associated components for the heavy equipment industry
including the mining, automotive, forestry and agriculture
sectors. They also accept orders in small lot sizes right
down to 2 off. The company has diversified further and
increased its range of products in 2010.

A gear being machined on the HÖFLER H-1000 gear grinder

Keeping it in the family
Steve, the first of Mike's sons, joined the company
13 years ago at the age of 22 and Trevor, who is now 30,
joined four years ago. "Steve has always been interested in
the manufacturing side and is a very influential force on
the shopfloor. Right from the beginning he got his hands
dirty and today he can operate most of the machines if
required. It has been
a bit of a steep
learning curve for
Trevor though. He
started off his career
in the financial world
before joining us. But
I must admit he has
adapted fantastically.
As you can see he
looks like one of the
machine operators
these days and has
been very influential
in taking the company
to another level" said
Mike.
Developments
"In the early to
mid 2000s we made
some sizeable
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Drill shank adapters
New in the product line is a range of drill shank
adapters for the mining and construction industry. High
Grade material is imported from Germany and no local
material is used. Software imported from Finland allows
the company to cut special threads on the shanks. In
addition the company has invested in a deep hole drilling
machine that allows them to drill up to 0,5 metres in the
shanks in 15 minutes. We are growing our customer base
here as the product is performing well relative to the
competition.With our established in house heat treatment
and metallurgist we
are hoping to make
further in roads into
this market in 2011.

Other components manufactured by Mesh Gear
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Other Facilities
"Our production
equipment consists of
15 gear shaping
machines with a mix
of CNC turning
centres and
horizontal and vertical
machining centres,
six gear hobbers, two
of which have auto
feed, 10 gear
shapers, internal and
cylindrical grinding
facilities, five external
and internal gear

on the surface roughness of the teeth. All
components are thoroughly checked by
our quality team before being dispatched
to our customers."
"At this stage our manufacturing
capacity of ground gears per month is
between 2300 and 2400. However, we
aim to get this up to between 3000 and
3500 ground gears per month in 2011,
allowing us to grow and improve our
services even further."
"Our total staff compliment now stands
at 40 and consists of a blend of youth
guided by experience. Four of our staff
members have been with our company for
more than 25 years and a large portion
for more than 10 years. Our staff
members have proved through their
experience to be one of our biggest
assets, due to their experience, hard
work, reliability and teamwork."
Shafts for Transnet that will be used on the traction motors for the locomotives are
The company is ISO 9001:2000
machined on the new Victor Fortune V-Turn 40 CNC two metre lathe
certified.
"Mesh Gear concentrates on Quality in
tooth grinders, as well as the three bevel gear generators."
Quantity, and these are two points we are consistently
"Our in-house heat treatment facility consists of
striving to improve on."
two gas carburising furnaces and one gas nitriding furnace,
"We are now able to supply high quality gears and
all of which are fully automated and programmable.
associated parts in line with world class standards, which
The above is well backed up by our heat treatment
has allowed us to become competitive internationally."
laboratory (metallurgical, case depth and hardness testing)
For further details contact Mesh Gear Manufacturers
as well as gear testing facilities. These include involute and
on TEL: 031 461 1121
parallelism profile checks up to AGMA11 as well as checks

METALWORKING NEWS

V10.1

March 2011

47

Innovative problem solving
company IPT/PEFCO
Ideal Pattermaking and Tooling, well known in the foundry industry,
has evolved in accordance with a changing strategy to suit the requirements
of the company but more importantly the clients it serves.

S

tructural design engineers who work
successfully with castings commonly
design in a narrow group of casting
types poured from familiar alloys (like the
family of irons or the 300 series of
aluminium) and moulded from familiar
metalcasting processes (like green sand or
nobake). Rules of thumb have been
developed over the years for common design
situations.
Close inspection of these rules reveals
that they sometimes recommend conflicting
geometries. For example, the use of
gusseting instead of mass for stiffness
might be labeled "recommended" in one set
of design rules and "poor" in another.
Further, when a design engineer leaves a
familiar casting design realm for an
unfamiliar one, unexpected trouble may
result. For example, let's say we are moving
from ductile iron to aluminium bronze while
staying in a familiar metalcasting process,
nobake moulding. No alarms are sounded
among the "rules of thumb," but there's
likely trouble in the usual "ductile iron-style" geometry.
Good aluminium bronze geometry is different to typical
ductile iron geometry, and the moulding process may need
to supplement the different geometry with heat transfer
techniques. Not suspecting this, the design engineer's

Paddy O'Doherty in the machine shop at IPT

new casting design may suffer from "no-quotes," or
higher-than-expected prices and requests for design
changes.
How are design engineers supposed to know that
successfully casting geometry for aluminium bronze should
somehow be different? And if a design engineer did know
that, what would be the proper course of
design action?
The answer lies in a better understanding
of the relationship among geometry, various
metalcasting alloys and structure.
Knowledge and experience in these fields
does not come easily. But starting off life as
patternmaker gives you an appreciation of
the intricacies involved.
Having completed his apprenticeship in
Coventry, UK, affable Irishman Paddy
O'Doherty emigrated to South Africa in 1971
to take up a position with Atlas Aircraft. A
year's tenor at Atlas Aircraft and two years
working for other local pattern shops was
long enough for this entrepreneur and super
salesman to decide to open his own
business.
Today when you think of Ideal
Pattermaking
and Tooling, you think of a
A view of the IPT shopfloor with the new Doosan Infracore HM 6300
company well known in the foundry industry
and the HM 800 CNC horizontal machining centres. The machines were supplied
by Puma Machine Tools
but also one which has evolved in
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The main patternmaking shop at IPT

accordance with a changing strategy to suit the
requirements of the company but more importantly the
clients. And what a development it has been over the years.
Ideal Patternmakers and Tooling (Pty) Ltd (IPT) was
established in 1974 and has since expanded to become a
recognised supplier of quality parts throughout the mining,
pulp and paper, automotive and general engineering
industries in South Africa and abroad.
Innovative problem solving
"Innovative problem solving is a key aspect of IPT. The
use of alternative materials and designs extend plant life
and reduce downtime in areas as diverse as ball mills,
canning factories and atomic energy plants"
says Paddy.
"From a small company that originally provided a
patternmaking service we now provide the full suite of
disciplines required by a client, from design through to the
finished product or component. And this includes the
castings because we purchased the PEFCO foundry, which
now forms an integral part of the business" continued
Paddy.
"The business has evolved through force of
circumstances. Shortly after starting IPT I decided that we
had to offer more than just the one service of
manufacturing patterns for clients and the foundries. This
led us to adding on the services of sourcing the castings
and then machining them."
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The area dedicated to grinding in the Jeppestown facility

"In those early stages we concentrated on the wear
parts business, and this still accounts for a sizeable
portion of the turnover. However the product portfolio can
now range from OEM parts to general engineering
components."
Foundry acquisition
"The business grew substantially over the years while all
the time we were toying with the idea of owning our own
foundry. This came to fruition in 2000 when we purchased
the special alloys melting division in the Pelindaba Nuclear
Research Centre near Hartbeespoort Dam, west of Pretoria.
We thought we could happily operate from this site but
because it is a strategic site we were kicked out."
"This led us to PEFCO and we purchased the foundry in
September, 2004. Pinetown Engineering Foundry (PEFCO)
was purchased out of the M&R Foundries Group, and had
been on the market for some time before we came along.
What sealed the deal for us was that we could purchase
the land in the transaction. You can imagine trying to move
a foundry of that size if we did not have a permanent base."
"The acquisition meant that we could be in control of a
reliable supply of castings to the IPT machining side of the
business, as well as moving us into new markets that we
were not already in."
"It also meant that the foundry equipment that was
acquired from the Pelindaba deal could now be relocated
to Pinetown and increase our capacity in the foundry."

The big Niles Bennett Pond vertical boring machine which was
retrofitted with CNC controls, is capable of machining large
components such as slew rings as it has a 3.8 metre swing

Next acquisition
"Besides looking at upgrading our equipment in the
machine shop at IPT, which we have done over the last few
years, we also needed extra capacity and some grinding
equipment. In 2005 we purchased a factory building, which
is located in Doornfontein North, Johannesburg. The
company has a big Niles Bennett Pond vertical boring
machine which was retrofitted with CNC controls, as well as
other machines. The Niles is capable of machining large
components such as slew rings as it has a 3.8 metre

The Doosan 3.2metre Puma 700 LM CNC horizontal lathe with
driven tools supplied by Puma Machine Tools

swing. Currently we are refurbishing and retrofitting a
CNC horizontal floor boring machine at that facility."
"The machine shop has also been supplemented with a
Doosan 3.2metre Puma 700 LM CNC horizontal lathe with
driven tools. The Puma was installed three years ago and it
has given us the capacity to machine large components
with a maximum diameter of 900 mm and a length of up to
3200 mm."
"The 7 grinding machines, although second hand, have
all been fully refurbished and upgraded with CNC controls. 
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A 46 inch fully machined refiner plate in 17-4-PH

An aluminium smelter casting wheel

They were sourced from one of our international clients and
are dedicated to grinding solid, segmental and conical
refiner fillings that we supply into the various industries."
"The acquisition also gave us the extra floor space that
we were looking for. We now have a section that is
dedicated to bearing assembly as well as a paint shop
and an assembly section dedicated to 120 and 250 Kg
ordinance components."
"Late last year we installed a Doosan Infracore
HM 6300 CNC horizontal machining center on the IPT side.
With travels of 1000 x 800 x 800 mm, powerful drives and
a high torque spindle motor, Doosan's HM 6300 horizontal
machining centre produces popular sized parts from
hard-to-cut ferrous and non ferrous metals, and does so
quickly and to exacting tolerances."
"The HM 6300 joined a Doosan Infracore HM 800 CNC
horizontal machining centre which we had purchased about
a year ago. In total we now have 16 CNC machines on this
floor which comprise lathes, borers, machining centres,
robot welder and others."
"The new machines have all been supplied by Puma
Machine Tools and we are using MasterCAM as our
machining software."
"At IPT we also pride ourselves on quality and we have a
dedicated climate controlled measuring room which has a

DEA CNC automatic measuring machine with a table size of
1.2 M x .75 M x 1 M and a Renishaw probing head and a
MITUTOYO manual measuring machine. All the data is
linked to our main server so there is complete
accountability."

The DEA CMM machine
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Machining
"There are 31 machines that IPT now owns, ranging
from vertical and horizontal CNC machines, boring centres,
mills and lathes. We are confident that, with the larger
CNC capacity at our disposal, combined with the in-house
experience and knowledge of the industry we have built-up
over recent years, we could increase our presence and
reputation, and achieve significant growth in the sectors
that we are servicing."
Design
"Our design department is dedicated to the task of
matching or improving equipment design by means of
redesigning patterns, making trial components to ensure
customer satisfaction, saving money and time. Here we are
using SolidWorks as our front end design software with two
dedicated staff members. A client can come with a
completely new design or idea and we can assist him with
getting all the necessary drawings and feasibility studies."
Patternmaking
"As you know my profession got
this business going so it is very close
to my heart. They might refer to me
as the super salesman but this is one
of the core departments and I take
care of it. No component is too big or
small for IPT's highly skilled
patternmaking personnel. Our
patternmakers are experts in
reversing any component or part from
samples such as casings, housings,
impellers to name a few. Besides the
normal conventional equipment in the
main patternmaking shop we now
have a separate climate controlled
room where we installed a
Quaser MV 154 PL CNC vertical
machining centre with Heidenhain
controls supplied by Holmach
Machine Tools."
"This machine has been dedicated
to machining the wood and plastic

The patternmaking shop at IPT has a separate climate controlled
room where a Quaser MV 154 PL CNC vertical machining centre
with Heidenhain controls has been installed by Holmach Machine
Tools. This machine has been dedicated to machining the wood and
plastic composites that are used for making the patterns or
prototypes. No metal has been machined on this machine

composites that we use for making the patterns or
prototypes. No metal has been machined on this
machine."
IPT supplies a large variety of spare parts directly to the
mining, dredging and power generation industries including
components to certain OEM's. Clients are located locally
and internationally.

Various castings and components
on the IPT shopfloor

Pulp and paper is one of South Africa's biggest
commodities with forests spreading across the country with
hard and soft wood plantations. The pulp and paper
industry has high standards to meet with their constant
pursuit of quality from both local and international
markets. IPT strives to meet these demands with supply of
high quality refiner plates, segments, impellers,
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Refiner plates

Machined castings in the dedicated assembly section
in IPT's Jeppestown facility

screw feeders and housings plus numerous other plates for
both local and export consumption.
Involvement in the manufacture of automotive
aluminium components, which includes water pumps,
timing housings, oil sump and manifolds which also
includes the supply of exhaust manifolds manufactured in
SIMO 51 heat resistant SG iron.
Abrasion is one of the most costly elements in any
industry. IPT has researched many different types of
materials through trial and error in different environments
and industries. The application of tungsten carbide
hardfaceing to mixer screws in the aluminium industry and
feed screws in the paper industry, as well as brick factories
and foundries, have proved to be a highly effective synergy.
Furthermore IPT has solved wear problems in various
mining fields with manganese steel, 27% chrome iron and
various other metals used in slurry blends and chutes
specially customised to suit respective environments of the
diverse mining industry throughout the country and the
world.
IPT can safely say that they have accumulated many
years of experience and enterprise in the manufacture of
top quality components for their clients and continue to get
repeat business.
PEFCO
Pinetown Engineering Foundry (PEFCO) has a long
history in the South African foundry industry. The company
is aptly located in Foundry Lane, Pinetown, KwaZulu Natal.
Founded in 1952 by the Thompson family, PEFCO is
capable of supplying machined castings in carbon steels,

Bearings that have been assembled for a client.
Most of the components are cast and machined by IPT/PEFCO
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A reconditioned mixer screw with hard facing

stainless steel, heat resistant steel, grey and ductile irons,
as well as Ni hard, Ni resist, aluminium and copper based
alloys.
PEFCO's range includes valves, tractor weights, gear
wheels, pinions, bearings, axle assemblies, differentials,
transmissions, hubs, planet carriers, diff housings, power
dividers, mounting brackets, clutch housings,
counterweights, ventilated discs, dross pans, sow pans,
gas manifolds, siphons and suction tubes, furnace spouts,
feeder sleeves, crust breakers, casting wheels, ingot
moulds refiner plates, segments, impellers and pump
spares, trashplates, scraper plates, pinion gears, bearing
housings, dumbturners, cane knife palms, sprockets screw
feeders and housings, plus numerous other plates for both
local and export consumption.
Industries that the company supplies into include the
sugar, mining, material handling, aluminium smelting, pulp
and paper and general engineering.
There are three foundries set up at PEFCO.
Semi production special alloy foundry
This foundry uses block moulds using the Pepset
process. Box sizes are up to 30" x 36" (760 x 915mm) and
the maximum casting mass nett is 50Kg. The melting
facility consists of two 500 Kg 500Kw high frequency
coreless induction furnaces.
Large and medium special jobbing foundry
The process used in this foundry is self setting resin
bonded alkaline and phenolic sand. Box sizes are from
18"x24" (460 x 610mm) up to 4 x 3,5metres with a nett
maximum casting mass of approximately 4000Kg.
The foundry has two independent sand mixers and core

The green sand foundry at PEFCO
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Ordinance components that have been machined,
painted and assembled

shop supplying cores from 1Kg up to 1000Kg. The melting
facility includes a 4 ton 1500Kw medium frequency
induction furnace, a 5 ton 1250Kw mainline induction
furnace and a 600Kg 250Kw medium frequency induction
furnace.
Mechanised greensand foundry
This foundry consists of two independent green sand
moulding lines with moulds produced by the jolt squeeze
process. Box sizes range from 18"x24" (460 x 610mm) up
to 36" x 36" (915 x 915mm). Maximum net casting masses
range from 50Kg up to 195Kg approximately.
A large core room supplies Amine cured cores from 1Kg
up to 60Kg. The melting furnaces include two 4 ton
2000Kw medium frequency induction furnaces.
Pattern making
No component is too big or too small for PEFCO'S highly
skilled patternmaking personnel. Besides being fed with
patterns from IPT, the Pinetown foundry has its own pattern
making shop not only making new patterns but also
maintaining existing ones.
Machining
There are over 50 machines that PEFCO owns, ranging
from vertical and horizontal CNC machines, boring centres,
mills and lathes. The machines are regularly updated with
the latest CNC technology to keep PEFCO evolving with the
ever changing industry.
New equipment
Last year PEFCO invested a few million Rand in
installing new equipment to help their processes, quality

A special alloy casting at PEFCO foundry
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A general view of the jobbing foundry at PEFCO

The USR5-2 Omega secondary attrition unit, installed by
Lauds Foundry Equipment

The feeding system and extraction shown on the
secondary attrition unit

Last year PEFCO invested
a few million Rand in installing
new equipment to help
their processes, quality and
environmental control. Included
in this was a sand reclamation plant,
manufactured by UK company
Foundry Machinery and Spares

The new sand reclamation plant

and environmental control. Included in this was a sand
reclamation plant, manufactured by UK company Foundry
Machinery and Spares.
The second investment was in a USR5-2 Omega
secondary attrition unit, installed by Lauds Foundry
Equipment. The machine is said to be the first of its kind
to be installed in a South African foundry.
The new mechanical secondary attrition plant is
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The General Manager of PEFCO foundry
Ajith Singh

positioned after the FMS sand reclamation plant.
After passing through a feeder/screen and magnetic
separator, the sand is passed through the unit which
has two squeeze rollers with adjustable pressure
pneumatic cylinders to clean the grains of sand with
minimal sand degradation. The sand is then classified
in a special design fluidised bed to remove the fines
and dust.
Ultimately it provides the foundry with lower mixed
sand costs and a reduced dumping cost. From a start
point of say 2.2% L.O.I and a 70% reclaimed sand

addition the secondary attrition plant can reduce the
L.O.I to 0.91%. Fines and dust levels are much improved
and the increase in the reclaimed sand usage is
approximately 90 to 95%, with the benefit of reduced new
sand purchase and a reduction in sand sent for dumping.
The unit is currently running Alphaset and Pepset,
through the same system. PEFCO are currently running on
100% reclaimed sand
with the only additions
being the core
manufactured from
virgin silica sand. The
only waste is your
spent material,
impurities and dust
which is collected via
the dust collector.
Both IPT and PEFCO
are ISO 9001:2008
certified and currently
there are 100 people
employed at IPT and
175 at PEFCO.
For further
information contact IPT
on TEL: 011 825 1540
or PEFCO on
TEL 031 717 2900
or visit
Before and after sand after a single
www.iptpefco.co.za
pass through the attrition unit
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BETTER

PRODUCTION

The alternative
of joining techniques:
solid punch rivets
The specialist for sheet metal joining, TOX PRESSOTECHNIK,
enlarges its program of pressure joining processes and clinch
technologies with the future-oriented solid punch riveting process.

The solid
punch rivet
produced by
KerbKonus

T

he irresistible tendency toward the weight - and
resource-saving light construction of vehicles, requires
the use of alternative, completely new materials as
well as new production and joining techniques for them.
While the problems of joining hybrid materials
e.g. aluminium with steel or high-strength steel sheets with
more simple carrier sheets are dealt with already, future
materials and material combinations pose additional
challenges for production techniques.
The technology enterprise TOX PRESSOTECHNIK
GmbH & Co. KG, Weingarten, has already taken up these
subjects some time
ago and developed a
corresponding supply
and performance
program for the joining
of sheet metals.
Besides the "original
process", i.e. the
TOX-Round-Point, they
offer the Flat Joint, the
Vario Joint, the
SKB system and the
ClinchRivet. At present,
such sheet joining
processes are used in
modern vehicle
construction in more
than 200 different
applications. The
application range also
covers crash-relevant
component parts
Two micrographs of the solid punch
rivet process with different materials

and assembly groups. In
addition, the mentioned
processes are, according to
requirements, also used in
combination with glue coatings or
laser welding. The advantage has
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The equipment for the function principle of the
solid punch rivet supply

to be seen in the fact that with all TOX processes,
additional mechanic preparing work and costly production
facilities are no longer needed, whereas, for example, with
conventional rivet joining, a preparing work is
indispensable. Yes, of course, there exists the alternative
of semi-hollow rivets, but still there are certain restrictions.
Process-safe solid punch instead of semi-hollow punch
rivet techniques
This is the reason why TOX PRESSOTECHNIK has further
developed the innovative process of solid punch riveting for
an automobile manufacturer. TOX is responsible for the
industrial and process-safe placement and machining
technology and the equipment. A direct comparison of the
semi-hollow rivet with solid punch rivets shows at first sight
that the semi-hollow rivet creates
an elevation on the die side,
whereas the solid punch
rivet shows a flush image on
the punch and die side
and a level surface.
TOX®- Robot tongs with placement head for solid
punch rivets, -docking gate valves and rivet
magazine. Due to the docking philosophy, a free
movement of the tongs by the robot is possible

March 2011

Moreover, almost no distortion of the part piece takes
place with the solid punch rivet. And again, the semi-hollow
rivet allows a maximum of three sheet layers to be joined,
whereas the solid punch rivet allows four layers. The solid
punch rivets are, in addition, appropriate for joining
high-strength and ultra-high-strength materials (tensile
strengths higher than Rm = 1600 MPA), whereas
semi-hollow rivets can only be used for joining sheets up to
Rm = 800 MPA. For the semi-hollow rivet there are also
difficulties which arise with the joining of cast material
because of dimensional restrictions and the need of a
special die in any case.
With the solid punch
rivet it is possible to join
all usual cast materials.
With regard to joining
directions, they are also
limited for the
semi-hollow rivet, and
the joining strategies
"thin into thick and hard
into soft" must be
observed. In the case of
the solid punch rivet
there is only a restriction
with regard to
ultra-high-strength
materials requiring that
the brittle-hard material
must be put on the
punch side. For the use
in the crash zone of
automobiles, the solid
punch rivet in
connection with glue
additive has already
been released.
Solid punch riveting
has a distinct advantage
with regard to
construction and
production techniques.

the universal rivet placement head mentioned above, also
with multi rivet applications, only minimized contours have
to be taken into consideration. The robot is also able to use
the joining tongs overhead. At present, joining solutions
with the solid punch rivet are offered for aluminium and all
usual automobile steels. Now that the development of solutions
with the solid punch rivet for press-hardened steels is also
speeding up, its production stage will not take long.
For more information contact TOX PRESSOTECHNIK (Pty)
Ltd on TEL: 817 5222 or visit the website:
www.tox-sa.com

Solid punch rivet
- complete solutions as
a whole package deal
For each rivet
diameter and rivet length
the corresponding
placement heads are
available which may then
be used for the whole
family of this diameter,
thus saving retooling
cost and down-times of
the plant. The modular
concept for the
construction of complete
solution fascinates with
its standardization but
nevertheless allows
individual solutions as
e.g. the installation of
storage bins, feed- and
singulator stations at
distances up to 25 m
from the robot. Due to
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INTERNATIONAL

NEWS

January 23-26, 2011 in San Antonio, Texas, USA

A

ttending the annual SolidWorks World International
User Conference & Exposition is always one of the
highlights of my year and this year was no different.
Now in its 13th year, SolidWorks World 2011 took place in
San Antonio, Texas, USA January 23-26, 2011.
It is one of the largest annual worldwide 3D CAD events
with attendance figures in the region of 4500 delegates
from more than 50 countries, 150 international journalists
and over 100 partner companies exhibiting in the Partner
Pavilion which reflects the popularity and importance of
SolidWorks World.
The first SolidWorks World Conference took place in
1999 at the Palm Springs Convention Center in Palm
Springs, California, USA. Since then the conference has
moved to different venues around the US and judging by
my experience of attending the last four - San Diego, Los
Angeles, Walt Disney World in Orlando, Florida and now
San Antonio - you always come away looking forward to the
next one.
The conference provides a great opportunity to rub
shoulders with SolidWorks executives, employees, partners,
resellers, fellow media personnel and users and more
importantly the chance to learn more about this forward
thinking and interactive company and the software it
develops and markets for design, analysis, and product
data management.
Themed "Let's Go Design," the conference offered more
technical training and networking opportunities than ever
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before. There were superb surprise presenter-packed
general sessions, more than 150 in-depth training sessions
and upwards of 100 innovative solutions in the most
expansive Partner Pavilion yet - all providing learning and
networking opportunities to help SolidWorks® software
users design better products.
However it is all about being part of the SolidWorks
community, mixing with old and new friends and learning
from each other that is striking.
This year there were 150 journalists from around the
world that attended. Beyond access to the Press Room
where you have all the equipment that you need to
dispatch your stories, your press pass pretty much allows
me any opportunities while there. These included upfront
reserved seating at the General Sessions, admittance to
any technical training sessions that I so desire to attend,
our own press conference with the speakers and one on
one interviews with the SolidWorks executives.
Day 1 - The introduction of the new CEO and
much more
The first general session was full of excitement, as
always. As is customary the conference is opened by the
SolidWorks CEO Jeff Ray. However in this case Jeff, who
has been the SolidWorks CEO for the past four years, is
now the former CEO having been promoted to a new role at
Dassault Systèmes corporate headquarters in Vélizy,
France. Taking Jeff's place is Bertrand Sicot, who was


The ultimate CAD/CAM desk/office

promoted to CEO from his previous position as executive
vice president of sales.
Before Jeff introduced Bertrand he talked about how
SolidWorks customers Schramm and Center Rock were very
involved in assisting with the rescue of the Chilean miners
last year by providing equipment that had been designed
using SolidWorks software. The third company, Oakley,
provided the miners with sunglasses to help their eyes
adjust after 69 days underground. Again, product that was
designed using SolidWorks software.
Jeff also talked about the company Design That Matters
who are doing amazing things in the developing world and
appeared previously at SolidWorks World 2009. The
company's NeoNurture Incubator, which they showed at
that event, has been voted as one of the 50 Best
Inventions of 2010, by Time Magazine. Their latest project
is nicknamed "Firefly" and focuses on infant phototherapy
to combat infant jaundice - another common problem.
According to health experts, 60% of infants suffer from
jaundice in their first week of life. The solution in Western
hospitals is very simple - it's visible blue light shone at
460 nanometers directly on the infant's skin. However, in
non-western hospitals this becomes more of a design
challenge as the standard configuration doesn't always
work.
Relying on SolidWorks, DTM created a prototype
phototherapy machine for use in remote areas. Unlike
conventional overhead phototherapy units, the DTM design
is intended to treat only one infant at a time, reducing
cross-infections between newborns. Having lights above
and below the infant make it "hard to use wrong", in that
even if caregivers put a blanket over the baby, they'll still
receive a therapeutic dose of phototherapy.
2010 - Best year ever for SolidWorks
Although he has been with SolidWorks for 14 years and
is very well known in the SolidWorks community, new
SolidWorks CEO Bertrand Sicot still had to make an
impression on the vast majority of the audience. He did
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this by confirming that 2010 had been the best year ever
for SolidWorks despite the economy still struggling.
Bertrand also continued with the positive spin by
stating that not one of the SolidWorks resellers had folded
in 2009/2010 underscoring their same commitment.
He then gave an update on the previous year and some
of the key points he made were:
1) Continued investment in the business, growing
R&D and tech support groups to record levels.
2) DraftSight, the newest product from Dassault
Systemes, has been the most successful 2D product in
history.
3) He underscored SolidWorks' commitment to three
platforms, saying "even though we're going online, rest
assured that this will not be an "either/or" decision for our
customers. We will always offer locally-installed desktop
CAD, data management and validation solutions.
Bertrand then turned the stage over to Dassault
Systemes CEO Bernard Charles and Jeremy Luchini,
SolidWorks Certification Manager and host of Let's Go
Design. Together, they introduced everyone to the newest
offering from SolidWorks, called Post3D. This is a product
based on 3DVIA technology that lets SolidWorks users
show off their work in new ways.
Commander Capt. James Lovell Jr.
For the final presentation on day one SolidWorks always
engages a high profile keynote speaker. Over the last two
years we have had Sir Richard Branson and James
Cameron of Avatar fame. This year the audience was
treated to a presentation by Commander Capt. James
Lovell Jr. and Gene Kranz, from the Apollo 13 mission.
Attendees sat in rapt attention as first Gene Kranz told
about the evolution of the manned space program, from
Project Mercury to Gemini and Apollo. He spoke of the men
and women who took risks, developed new processes, and

applied skill and discipline to achieve the mission

objective, and pointed out that
launching a manned capsule
on a rocket generating
7 1/2 million pounds of thrust
is real commitment. Gene
reviewed the first stages of the
Apollo 13 mission to the point
where an on-board explosion
damaged the ship, and then
Jim Lovell came on stage with
his famous message
- "Houston, we have a
problem."
Capt. Lovell worked though
the details of using the lunar
module as a lifeboat, working
with the ground crew to find
solutions, and about "how
quickly you can learn when
you're in deep trouble." Jim
closed with the thought that
there are three kinds of
people - "People who make
things happen, people who
South African attendees Roche du Toit from Solid 3D Design Works with Robert Pereira
watch things happen, and
and Andries Koorzen, both of Mecad Systems
people who wonder what
happened." - and that the
introduction of Casey Pieretti and Bill Spracher from the
leadership, tenacity, and initiative of everyone involved is
new Discovery Channel show Bionic Builders. Casey, a
what brought Apollo 13 safely back to Earth.
Hollywood stuntman and an amputee, and Bill, an
Engineer/Inventor, related how they push the envelope to
Day 2
build appendages that make their amputee clients not just
The second day of SolidWorks World 2011, as is
perform usual tasks, but rock climb, scuba dive, run faster,
customary, is devoted to recognizing the SolidWorks User
jump higher. Casey spoke of how he got into stunt work,
Group Network and the local SolidWorks user communities.
and now works in movies getting his leg blown up as he's
SolidWorks's founder Jon Hirschtick then introduced
thrown through the air, all with engineering designs created
some customers who had made use of SolidWorks products
by Bill.
to grow their businesses. The first SolidWorks customer,
Dr. Bill Townsend, founder, president, & CEO of Barrett
Day 3
Technologies told us about his quest to take us from
The third and final general session of SolidWorks World
Robots 1.0 - robots kept away from people - to Robots 2.0
2011 is very much a product oriented session with new
- robots that work around people, where robots can
products being presented and a preview of what will be
respond and follow forces for greater interaction.
new in the next SolidWorks release.
Bill showed how his company has reduced the control and
There were presentations about the over 35,000
motor electronics from a cabinet the size of a refrigerator,
designers that are SolidWorks certified, and a video
to an assembly the size of a hockey puck.
highlighted some of their work.
Next on stage were Rony
Matt Perez, who has achieved
Abovitz, Founder and Chief
the designation of Certified
Visionary Officer of MAKO Surgical.
SolidWorks Expert, talked about
When Rony started out, his vision
how he is very active in the design
was to use robotics and software
community, even creating video
to make surgery better. Now his
tutorials and posting them on the
company's human interactive
web for free.
robotic device for orthopedic
It was then related how close
surgery has been used in more
the SolidWorks community truly is
than 6,000 procedures. Jon and
with examples given. The audience
Rony were joined on stage by
was then surprised by the
Sam Brooks who was walking
introduction of actor Kevin Bacon
2 hours after knee surgery and
who talked about the high degree
playing golf 3 days later.
of collaboration needed in making
Jon next brought out Mike
a movie, and how as an actor he
Pisani, Senior Vehicle Engineer
needs to establish a clear vision of
and Head Builder Trainer for Local
what he wants to do, and then
Motors, a company that builds cars
work with the director and crew to
based on crowd sourced design
make it happen.
efforts.
Highlight of the morning
SolidWorks Live Buildings
session for me was the
Next up came a look at the
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new products coming soon from SolidWorks.
The first product to be announced was
SolidWorks Live Buildings, a true 3D tool for
the AEC market. This is a brand new
conceptual modeling tool for the architecture
and construction field, and an exciting new
direction for SolidWorks.
This was followed by a demonstration of
another new product, SolidWorks n!Fuze.
This was first shown last year when it was
called SolidWorks Product Data Sharing. It's
an online application that makes it easy to
share files and collaborate with large teams.
Everyone's favourite part of the session
is a preview of what's coming up in
SolidWorks 2012 and the top 10 list from
customer requests. Some of the features
that got the most applause were
improvements for creating balloon order,
magnet lines, view label reuse, and sheet
metal enhancements.
Commander Capt. James Lovell Jr. with the Editor Bruce Crawford
Others included the refinement of the
functionality that customers use most often
8. Make the ideas section (in the forum) available
to simplify and speed-up their daily use of SolidWorks, new
all year, not just for SWW
tools that greatly extend current SolidWorks design
9. File compatibility between versions
capabilities, allow specification-driven design, and
10. Pressing Escape key should immediately return
fundamentally change the way users estimate and make
control of the interface
design decisions related to the cost of manufacturing
products and expanded support for collaboration and
The session closed out with stories about some of the
connectivity allowing design teams to work on joint projects
amazing ways SolidWorks is being used in education. It
across the globe.
was announced that there are now over 1,000,000
education licenses around the world. Before Bertrand Sicot
The top ten list of enhancements and changes as
closed the session Jeff Ray introduced Riley Lewis, an
requested by customers on the SolidWorks forum were
exceptional 13-year-old who has become a SolidWorks
then presented. These included:
whiz, and is using his skills to help design things for his
1. Angle mates that don't flip at random
father's company.
2. Better utilize processor cores
3. Option to dangle instead of deleting
Bertrand Sicot - New CEO of Dassault Systèmes
4. SolidWorks should cleanly uninstall itself
SolidWorks Corp.
5. Freeze Features
Bertrand Sicot joined DS SolidWorks as Europe's
6. Enhanced Equations Input & Editing & Linking
"second employee" in 1997 and has consistently improved
7. Convert a Solid Body into a Surface body
worldwide distribution performance, revenue, profit, and
without having to delete, offset, or knit faces
global market share. His tenure at the
company extends his nearly 20-years record
of leading sales operations in both domestic
and international engineering businesses.
"Bertrand's quiet confidence, endless
dedication to solving tough challenges, and
loyal commitment to helping people succeed
both personally and professionally make him
the right executive to lead DS SolidWorks
going forward. He has been a terrific sales
leader for the past four years, both for us at
SolidWorks and for our community of
customers, resellers, and partners," said
Jeff Ray, who has been CEO since July 2007.
"Over the past four years, I've witnessed
SolidWorks achieve great things, including
significant revenue growth and building an
amazing sales channel. Although leaving my
current role at SolidWorks is bittersweet, I
look forward to working with the SolidWorks
team while in France to extend the success
of SolidWorks and DS even further."
Ray will move to DS corporate
Alan Johnson of AJ Media, Australia, with former SolidWorks
headquarters in Vélizy, France to take

CEO Jeff Ray and Allan Behrens of Taxall in the UK
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on the newly created position of Executive Vice President of
Geographic Operations for Dassault Systèmes. Reporting
directly to DS president and CEO Bernard Charlès, Ray will
oversee the company's 12 geographies to enable local DS
teams to better address the specific local challenges facing
the organization's customers and partners.
"I'm confident Bertrand's vision, leadership, and
engineering and business expertise will keep SolidWorks on
its very successful course of sustained growth and
continuous product improvement. As an engineer by
training and member of the SolidWorks community, he has
always kept the needs of customers paramount, helping
them streamline product design in their various
organizations," said Charlès. "This new global organization
will enable us to significantly expand our worldwide
leadership in 2011 and for years to come."
Sicot's Background
As executive vice president of sales, Bertrand Sicot
directed the global growth strategies for DS SolidWorks by
ensuring that the regional sales, education sales, and
VAR development teams have the resources they need.
Bertrand joined DS SolidWorks in 1997 as the regional
sales manager for Western Europe and Scandinavia.
He significantly increased business in these regions and
earned a promotion to country manager for Western Europe
in 1999, where he was responsible for all sales operations
in Belgium, the Netherlands, Luxembourg, France, Spain,
and Portugal. In 2004, he was promoted to vice president,
North American sales and was promoted to executive vice
president of sales in 2007.
Bertrand began his career at IBM France, and was a

branch sales manager for Computervision France before
joining SolidWorks. Bertrand holds an engineering degree
from Ecole Nationale Supérieure des Arts et Métiers. He
also served as an officer in the French Navy.
Apollo 13 heroes
Two men who helped save the Apollo 13 crew 40 years
ago by finding ingenious solutions to catastrophic
mechanical problems headlined at SolidWorks World 2011.
Their heroics provide an inspirational example of
engineering under pressure.
In April 1970, more than 200,000 miles from earth,
Apollo 13 sustained a sudden failure of its cryogenic
oxygen system. Commander Capt. James Lovell Jr. and his
crew successfully modified the craft's lunar module into an
effective "lifeboat" to provide power and water for an
emergency return to earth. Gene Kranz, lead flight director,
headed the ground-based "Tiger Team" that helped
coordinate the successful detour.
Their actions earned Lovell and Kranz Presidential
Medals of Freedom.
"I faced the ultimate challenge when imparting the
words 'Houston, we have a problem,'" says Lovell. "But we
all face challenges - some life-threatening and inescapable,
others more routine."
"Throughout my career I have seen the role teamwork
plays in assuring ultimate victory in any circumstances.
DS SolidWorks as a team provides engineers and designers
with the tools they need to build products for which, as in
aeronautics, 'failure is not an option,'" says Kranz.
DS SolidWorks Corp. Sells Millionth Education License
DS SolidWorks announced during SolidWorks World that
one million SolidWorks® design software licenses have
been purchased by educational institutions. Many millions
of students at these institutions have fuelled their studies
in science, technology, engineering, and math, and gone on
to obtain rewarding careers in the design and engineering
community.
SolidWorks n!Fuze
SolidWorks n!Fuze, (former code name SolidWorks
Connect), is SolidWorks first online PLM product. Aimed at
meeting the simple collaboration and data sharing
requirements of SolidWorks customers, SolidWorks n!Fuze
is planned for release in Q2 2011.
SolidWorks n!Fuze is targeted at smaller companies and
individual users in organizations of any size who have the
need to collaborate with others, either inside or outside of
their organizations.
n!Fuze is not a replacement for SolidWorks Workgroup
PDM or SolidWorks Enterprise PDM. Rather, it is geared
towards companies that don't currently have a formal PDM
or PLM system. It is an entry level design sharing tool that
allows companies to share files anywhere in the world with
anyone including suppliers, clients, remote personnel, and
contract workers.
SolidWorks conducted a private Beta release in late
January and early February. A public Beta release is
planned for March, with dates to be announced soon.
SolidWorks Live Buildings
SolidWorks Live Buildings is a 3D conceptual design
tool focused on integrated planning and early cost
estimation. It's an easy-to-use tool for professionals in the
AEC industry, enabling online team collaboration around

the world. SolidWorks Live Buildings utilizes the
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The US seems to always get heavy snow falls at this time of the year. A street scene from New York

ENOVIA V6 online platform to facilitate project team
collaboration, helping companies win business and sell
ideas. Any team member can access models from
anywhere, anytime. There is no need to transfer large data
files via email or FTP sites. Since everyone has access to
the same model, there is no chance of working on the
wrong version of a project.
Post3D
Post3D (former code name 3DVIA Scenes and
SolidWorks Design Center) gives SolidWorks users an easy
way to communicate their vision in 3D through an online,
immersive experience. Users can invite friends, co-workers,
clients, or anyone to share and experience their
3D creations online in an intuitive and interactive
interface. Post3D is powered by a gaming engine and
users can experience scenes and products as avatars.
This product can be experienced today at:
http://www.3dvia.com/products/3dvia-scenes/ 3DVIA will
be conducting a public Beta release in Q2. General
availability is planned for Q3 2011.
Dassault DraftSight unlocks DWG files
Citing its customers' need to share and manage
"billions of DWG files," Dassault Systèmes last year
launched the DraftSight professional grade 2-D CAD tool
along with a new online community designed to support the
product and facilitate collaboration with like-minded peers.
At the new DraftSight.com, Dassault will deliver a range
of collaborative services, as well as foster interaction with
members who can share opinions and ideas, get training
from blogs, and ask questions of the community for free
upon registration. In addition, Dassault will leverage the
community to offer optional, paid services, including
licensing options, telephone, e-mail and remote desktop
support, an API extension for customizing the platform and
additional offerings going forward, according to Aaron Kelly,
senior director, DraftSight at Dassault. DraftSight.com
community members will also have the opportunity to
participate in the open product development process for
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DraftSight, the complementary 2-D CAD program.
In conjunction with the community, the release of
DraftSight marks a first for Dassault, which is exploring
an open business model with this product. The
professional-grade 2-D CAD tool is available to be
downloaded for free as a public beta at 3ds.com.
DraftSight, which generally takes only a few minutes to
download, provides users with a better way to read, write
and share DWG files. The program's launch is in direct
response to customer requests, Kelly says, as users still
have a need for 2-D capabilities along with a requirement
to access volumes of DWG files.
"Our customers are demanding a 2-D solution and they
have billions of DWG files on servers and computers that
they want to share among different users, customers and
vendors," Kelly explains. In addition, there are still tasks
that are more productive with 2D than 3D, including laying
out a factory floor or schematics. "There are still clearly 2-D
tasks," Kelly says. "People are using 2D and 3D, not 2D or 3D."
DraftSight runs on multiple operating systems,
including Windows XP, Windows Vista and Windows 7. Mac OS
and Linux support will be available later this year.
SolidWorks World 2012
The next edition of the user conference, SolidWorks
World 2012 will be held in San Diego, California, February
13 - 15, 2012. If you are a SolidWorks user and haven't
been to this event, it's one you really shouldn't miss for the
people you will meet and the things that you will learn.
Special thanks
To Mecad Systems - SolidWorks' agent in South Africa
- for arranging that I attend this conference, and Alessandra
Viera, SolidWorks' European Marketing Manager, for
organising all my travel and accommodation arrangements.
For the latest news, information, or a live online
demonstration, visit the company's Web site
www.solidworks.com
For more information contact Mecad Systems on
TEL: 012 665 1400

EMO Hannover 2011 The World of Metalworking
EMO Hannover 2011, the leading trade fair of its sector,
will be taking place from 19 - 24 September 2011 in Hannover, Germany.

E

MO Hannover is the world's
premier trade fair for
metalworking technology, a
meeting point for the entire
international sector and a global
forum of can-do technical
competence. With the principal
focus on cutting and forming
machine tools, manufacturing
systems, precision tools,
automated materials flows,
computer technology, industrial electronics and accessories,
it will once again be the platform where the whole
metalworking world meets.
More than ever nowadays, customers all over the world
are facing new challenges. They're seeking intelligent
solutions for their manufacturing tasks, in order to stay ahead

of global competition in the future
as well. And for this they need your
products, your services and your
expertise. The most important
meeting place for international
production experts is EMO in
Hannover. Nowhere else is the
multiplicity of innovations greater
and are the exhibits on show more
comprehensive. Here is the place
to collect and compare information,
to make decisions on new manufacturing strategies and to
place the relevant orders.
EMO Hannover is a meeting point for top-level
competence among providers and users. Exhibitors from all
over the world showcase the entire spectrum of products and
services for metalworking technology. They spotlight their
performance capabilities and innovative vigour for the highly
qualified experts who will make their capital investment
decisions here.
At EMO Hannover 2011, you too can exhibit your new
products to international experts, progress your new-account
acquisition, and showcase your corporate capabilities.
Whether as an exhibitor or a trade visitor, a journalist,
technically oriented youth or a representative of the political
and academic communities, you will find all the important
information you need on the EMO Hannover 2011 website:
www.emo-hannover.de.
Minimum six week Schengen visa application
Please allow a minimum of six weeks to book your
appointment and apply for your Schengen Visa if you are a
non-EU citizen. Online appointment booking system:
TEL: 0861 00 22 45 or www.visa-germany.co.za.
For any questions you might have please contact
Ms. Lisa Kuntze on TEL: 011 486 2775 or send an e-mail to
lkuntze@germanchamber.co.za.
Trade Fair Travel and Metalworking News tour to EMO
Trade Fair Travel, a specialist travel agency for trade fairs
internationally and in particular Germany, have put together a
very reasonable tour package to visit this exhibition.
The tour includes return airfare Johannesburg/Hannover,
airport taxes, airport/hotel transfer, accommodation, full
breakfast daily and medical and travel insurance.
For a booking form contact Trade Fair Travel on
TEL: 031 916 1414, Fax: 031 916 5674, or
email peter@tradefairtravel.co.za or visit
www.tradefairtours.com
Trade Fair Travel is also able to offer you individual
packages, tailored to your requirements. For more information
contact Peter Stephenson on the numbers above. Booking
forms can also be downloaded from the website.
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Sandvik Coromant and Dormer
merge to strengthen
their Round Tools offer

T

he global cutting-tool suppliers Sandvik Coromant and
Dormer are merging into one organization in order to
strengthen their Round Tools offer, creating a highly
competitive High Speed Steel and Solid Carbide product
program. Sandvik Coromant and Dormer will continue to
exist as distinct brands, also supporting the local brands
Precision, Master and Union Butterfield.
By joining forces within research and development and
coordinating marketing and sales the two brands will meet
the demand for tools that yield higher productivity and cost
savings. Together with a widened distribution network and a
leveraged presence in the market, this will enhance growth
for both brands.

Sandvik Coromant
Sandvik Coromant is a world-leading supplier of cutting
tools and tooling systems for the metalworking industry and
is represented in 130 countries. 25 state-of-the art

Productivity Centers located around the world provide
customers and staff with continuous training in tooling
solutions and methods to increase productivity. Sandvik
Coromant is part of the Sandvik Tooling business area of the
Sandvik Group.
Dormer
Dormer is a leading global supplier of metal cutting round
tools - primarily drills, reamers, taps and milling cutters - in
solid carbide and high speed steel. With a long standing
reputation for quality and innovation, Dormer's own research
and development facilities work closely with leading universities
and research institutes to ensure that they remain at the
forefront of tool design. Part of the Sandvik Tooling business
area of the Sandvik Group, Dormer has 1300 employees in
40 countries, with representation in over 100 markets
For further details contact Sandvik Coromant on
TEL: 0860 101 008
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Kaltenbach's International Partners in Steel
event in Germany May 9 to 13, 2011
Local agents - First Cut - will assist you in getting to view the latest
in state-of-the-art fabrication equipment when Kaltenbach's
International Partners in Steel (IPS) event takes place in Germany.

I

n recent years IPS has fast
become a major event and is
now an established and
much-respected business event for
leading steel fabrication and steel
stockholding companies from all
over the world.
Productivity and efficiency
improvements made across the
constructional steelwork sector
have been made possible by
continuous investment in
state-of-the-art machinery by
steelwork contractors.
Manufacturers have responded to
this eager uptake of the best equipment they can offer by
investing in research and development themselves, producing
steady and sometimes dramatic improvements in the
performance of the available technology.
Typical structural saw and drill lines have doubled output
capability over the past 15 years. Significant gains are being
claimed for several new products that will be on show at
Kaltenbach's hosting of the IPS event at their HQ in Lorrach,
Germany, in May 2011.
The IPS trade fare traditionally takes place every two years.

During the five day event, held on
more than 3,000 square meters of
exhibition space, more than
40 renowned business partners
present their technological
innovations through practice
oriented demonstrations and
presentations.
Over 2,500 visitors from over
40 countries and five continents
visited the exhibition in 2009.
The program that accompanies
the trade fair includes interesting
specialist seminars presented by
experts in their field as well as
excursions to renowned steel fabricators and steel
stockholders in the region. There is also a ladies itinerary.
The Motto for 2011: Logistic Process Control - A subject
that will occupy the steel fabrication and steel stockholding
industries in the coming years!
Kaltenbach's local agent First Cut cordially invites you to
the next IPS in-house trade fair in order to experience the latest
industry-specific trends and developments in steel fabrication
and steel stockholding life. For further details contact the
company on TEL: 011 614 1112

Strong exports fuel
the European machine tool industry

T

he European machine tool industry continued to
increase orders, though growth has mostly been
fuelled by exports. The overall figures for the first half
of 2010 indicate 48% growth against the corresponding
level of 2009, which was extremely tough for the whole
machine tool industry, according to CECIMO.
Domestic orders increased slightly less than foreign
orders. Preliminary results from the third quarter 2010
indicate a high growth in foreign orders. The recovery
in the Machine Tool industry is also being reflected in
registrations for EMO, the leading European Machine Tool
Exhibition, which is due to take place from
19 to 24 September 2011. At the moment the number of
bookings largely exceeds the corresponding level of 2009.
According to the trade statistics for the first three
quarters in 2010, CECIMO is the biggest machine tool
supplier to the rapidly growing Asian markets. European
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high-end technology offering high productivity and high
quality manufacturing solutions is also being successfully
sold in other growing BRIC markets.
The long-term presence of European Machine Tool
manufacturers in overseas markets proves the high
competitiveness of the industry and sustainable economic
growth in Europe. However, trade barriers, especially those
of a non-tariff nature, hamper trade. CECIMO, therefore,
welcomes the signing of the Free Trade Agreement with
South Korea and supports further EU initiatives. Once the
agreement is up and running, EU machinery exporters will
save 450 million Euro in duties annually. The elimination of
red tape in import bureaucracy will further enhance
competitiveness. CECIMO strongly supports further
agreements like the one between the EU and
India, which facilitate the access of European
companies to overseas markets.

The Jaguar C-X75 was
awarded the Louis Vuitton
Classic Concept Award
2010 by a panel of
luminaries from the
worlds of design,
fashion and
luxury.

U

ndoubtedly the star of the 2010 Paris Motor Show, the
C-X75 - judged by a Louis Vuitton panel - has once again
beaten stiff competition. The panel was led by renowned
automotive consultant and inaugurator of the prize, Christian
Philippsen.
"Ian Callum, Jaguar's design director, and his team have
achieved not only a beautiful design in clothing a
world-premiere and mouth-watering technology, but also a true
Jaguar, projecting the brand's DNA into the future without an
ounce of nostalgia," said Philippsen.
Other members of the illustrious group of judges included
author Serge Bellu, Louis Vuitton's Director of Innovation Xavier
Dixsaut, McLaren F1 designer Gordon Murray, former Porsche
design head Harm Lagaaij and journalist Masafumi Suzuki.
Jaguar, like Louis Vuitton, has built its reputation on the key

foundations of luxury, attention to detail and understated elegance.
The C-X75 is an electric supercar built to celebrate 75 years
of the Jaguar marque and was praised by the panel for the way
in which it showcased the technology of the future with a
beautiful design without looking to the past.
"It's fantastic for us to be recognised by the world of fashion
with this award," said Ian Callum, Design Director for Jaguar.
"We're at our best when we're breaking the mould - making our
cars stand out for all the right reasons. C-X75 is only a concept
supercar, but it's a clear statement of Jaguar's intent to
continue creating bold, innovative and beautiful performance cars."
The entire Jaguar range has been the recipient of
numerous plaudits worldwide in recent years with the pinnacle
of the revitalised line-up, the XJ, having already won more than
25 major international awards since its launch just over a year ago.

What are China's toolmakers
doing differently?
Mould Maker JuTeng International Holdings deploys 300 seats of CimatronE
integrated CAD/CAM solution to increase efficiency across six manufacturing
plants in China and Taiwan.

C

imatron Limited has announced the winning of a new
project with JuTeng International Holdings Limited,
under which JuTeng will adopt CimatronE's complete
integrated CAD/CAM suite for mould design, die design and
NC programming.
With major OEM/ODM customers for brand names such
as Acer, Asus, Apple, Dell, HP, Lenovo, Sony and Toshiba,
JuTeng International Holdings claims 31% of the global
notebook-casing market. The group has major manufacturing
plants across China and Taiwan.
The JuTeng Group has chosen to replace its existing 2D
and 3D design software with CimatronE 3D software as the
process-wide CAD/CAM solution and is expected to use more
than 300 seats across its companies Suzhou Dazhi
Communication Accessory Co., Ltd., Compal Precision
Module (Jiangsu) Co., Ltd., Chengyang Precision Mold
(Kunshan) Co., Ltd, WIS Precision (Kunshan) Co., Ltd.,
Lian-Yi Precision (Zhongshan) Inc. and Hong Ya Technology
Inc. (Taiwan).
"We have been using CimatronE for our NC programming
since 2004 and have benefited from efficient programming
and quality machining results" said Mr.LuoRongde, Vice
President of JuTeng Group. "Our services lead the market in
terms of efficiency and delivery time, so initially we were
skeptical about the benefit of moving from a combination of
2D and 3D design software to a single 3D environment.
Nevertheless, with the deployment of CimatronE 3D software
for the entire design and manufacturing process, we have
already managed to cut 20% of the mould design time
during the testing period. Once the full scale implementation
is completed, we expect to increase efficiency even further,
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improve the quality of our design and reduce our overall
delivery times for the benefit of our customers."
JuTeng's evaluation of CimatronE indicated the following
benefits of implementing the software:
• The deployment of a single Integrated Solution across
the entire engineering and manufacturing process eliminates
the need for data translation between departments (Design,
NC, electrodes, etc.).
• A single CAD solution for design reduces mistakes
when working together between different units.
• 3D tool design makes it much easier to locate and
solve interference of components in the assembly. It also
makes it easier for parts to be sent out for NC programming
and machining.
• The use of standard part and mould set library during
the design phase saves time and reduces errors in the
assembly.
• The mould base factory now receives 3D models
directly instead of 2D templates, thus avoiding machining
errors caused by mistakes in the 2D templates.
• CimatronE's ease of use empowers less-experienced
engineers and reduces dependence on senior
engineers.
• Concurrent Engineering capabilities allow engineers
to collaborate more effectively on the same mould, both
within a department and between departments.
"Ju-Teng's prestige in the global tooling industry and its
exceptional standards of quality and delivery time are well
known, " said Lang Yan, Cimatron's General Manager for
Greater China. "Its recognition
and its choice of CimatronE as an
Integrated Solution for the entire
tool making process of both
moulds and dies has had a very
positive impact. While CimatronE
has always been known in China
as a leading NC solution, people
are now seeing that the
integrated CAD/CAM solution
offers customers the greatest
value and competitive advantage.
We are happy to work in
partnership with JuTeng and
are committed to its success."
For additional information,
please visit www.cimatron.co.za
or www.cimatron.com or
you can contact Louis Avenant or
Roy Miller on
TEL: 011 887 1752

FABTECH shifts show dates
to November 14 - 17
Increased automation and demand for floor space fuels date change.

F

ABTECH show management announced a shift in dates
for FABTECH 2011. North America's largest metal
forming, fabricating, welding and finishing event will
now open on Monday, November 14 and run to Thursday,
November 17 at Chicago's McCormick Place. The show was
originally scheduled to begin on Sunday.
The change is due to a number of factors, including an
increase in exhibitor participation and demand for larger
booth spaces. In addition, exhibitors are making plans to
display highly automated machinery on the show floor.
This type of equipment requires a minimum amount of
set-up time and the new dates will provide an additional
move-in day.
"We are pleased to hear exhibitors plan to demonstrate
more never-before-seen machinery, high-tech equipment
and advanced technology at FABTECH 2011," said John
Catalano, FABTECH co-show manager. "We feel the date
adjustment will better accommodate our exhibitor set-up
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needs and demonstrates our commitment to ensuring both
exhibitors and attendees have the best show experience
possible."
The 2011 event is expected to draw 30,000 attendees
and 1,200 exhibiting companies covering more than
450,000 net square feet of floor space. Buyers and sellers
from around the world will come together to exchange
products and services, network with peers, problem solve
and discover new products.
For more information about exhibiting or attending
FABTECH 2011, please visit
http://www.fabtechexpo.com/or call 800-432-2832.
FABTECH is co-sponsored by the American Welding
Society (AWS), Fabricators & Manufacturers Association
International (FMA), Society of Manufacturing Engineers
(SME), Precision Metalforming Association (PMA),
and Chemical Coaters Association International
(CCAI).

Manufacturers should head to the cloud
ARC President Andy Chatha emphasizes importance of building a cloud-based,
companywide network to bridge gap between R&D and other disciplines.

U

.S. manufacturers "need to become more
innovation-centric" to increase their global competitiveness,
according to ARC Advisory Group President and CEO Andy
Chatha, and "technology is our ace in the hole."
"Technology can help us compete with anybody in the
world," Chatha asserted during a February keynote address at
the ARC World Industry Forum in Orlando.
But in the race to develop more products faster, some
manufacturers are being hamstrung by legacy IT systems that
make it difficult for R&D to collaborate with other disciplines
and with each other, he added.
"The issue now is companies are finding that their design
and engineering solutions don't talk to their business systems.
They don't talk to their supply chain network," Chatha said. "
... That is, in our view, the No. 1 problem."
As part of a concept he called the "collaborative value
network," Chatha emphasized the need to transition to a
"single corporatewide network" that tightly integrates all facets
of an organization, including its business partners.
Chatha said the platform should be as user-friendly as
Facebook, making it easy for employees to "get the information
they need whenever they need it and wherever they need it"
with minimal training.
Such a platform should be "on the cloud someplace,"
Chatha added.
A few years ago, creating the type of network Chatha
described "was probably very expensive," he noted, and in
many cases, the network "didn't quite work the way you wanted
it to."
Today, however, we have the technology.
"If Facebook can handle 500 million [users] on their
network everyday, I think you can build a platform that can do
what you want so your people can work together everyday at a
reasonable cost," Chatha asserted.
Executive Support Needed
Still, it won't be easy. IT executives who haven't tackled this

already will need to educate their organizations on
the urgency of building a companywide network.
Companies also need to have "shared goals" and
adopt "common business processes and standards" to lay the
groundwork.
And perhaps most importantly, the initiative needs support
from the chief executive.
Chatha pointed to Robert McDonald, chairman, president
and CEO of Procter & Gamble. McDonald, in a letter to
shareholders in the company's 2010 annual report, talks about
the company's push for "digitization."
"With digitization, our goal is to standardize, automate
and integrate systems and data so we can create a
real-time operating and decision-making environment,"
McDonald says. "We want P&G to be the most
technology-enabled company in the world.
"We are targeting a 20% to 25% reduction in some
spending areas and we are looking for a sevenfold increase in
real-time data. By getting the right data to the right
decision-makers at the right time, we can become increasingly
efficient and productive."
The takeaway from McDonald's comments,
Chatha said, is that "the message has to come from the
top."
Chatha noted that manufacturers have done a good job
over the past decade of optimizing and automating their supply
chains. Now the focus needs to be on "end-to-end" integration
that fosters collaboration between R&D, engineering,
operations and other functions.
"You truly need to bring your entire organization together,"
Chatha said.
ARC Advisory Group's World Industry Forum
was held from February 7-10 in Orlando.
The theme of the 15th annual forum
was "Driving Innovation, Sustainability and Performance."
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GIFA, METEC, THERMPROCESS and NEWCAST
Excellent prospects for “The Bright World of Metals”
Strong demand leads to a change in the hall structure for METEC 2011.
GIFA, METEC, THERMPROCESS and NEWCAST right on schedule.

G

launched the "ecoMetals
IFA, METEC, THERMPROCESS
- Efficient Process Solutions"
and NEWCAST, that are
campaign exclusively for the
taking place in Düsseldorf
GIFA, METEC, THERMPROCESS
from 28 June to 2 July 2011, will
and NEWCAST exhibitors.
be a summit meeting for the
The exhibitors and their products,
international trade community.
processes, machines and
Months before the event starts,
equipment that are technical
it is apparent that the four
solutions with outstanding future
technology trade fairs will be a
potential, that help to make
success: the current registration
a sustained improvement in
figures indicate that the range of
energy and resource efficiency
exhibitors promises to be just as
and that represent a substantial
strong as at the previous event in
innovation in their particular field
2007.
will be identified by the
The interest shown by
ecoMetals logo during the trade
exhibitors in METEC is in fact even
fairs. Trade visitors will benefit
greater than in 2007, so that the
from this, because they will be
hall structure for the International
able to recognise relevant exhibits
Metallurgical Technology Trade Fair
at a glance and arrange their
has now been changed. The
visit to the event accordingly.
METEC exhibitors will be located in
Months before the
More and more exhibitors
Halls 4 and 5 on the Düsseldorf
event starts, it is apparent
are registering to participate
exhibition site - as planned - but
in the campaign, including
that the four technology
Hall 3 will be used for metallurgical
such companies as
companies as well. This hall is
trade fairs will be a success:
MAGMA Giessereitechnologie,
considerably larger than Hall 7a,
the current
Vesuvius/FOSECO Foundry
which was used for METEC in
Division, Oskar Frech,
2007. The rest of the Düsseldorf
registration figures indicate
Heinrich Wagner Sinto
exhibition site has been
that the range of exhibitors
Maschinenfabrik,
allocated as at the previous event.
LOI Thermprocess and
GIFA - the International Foundry
promises to be
Ashland Südchemie.
Trade Fair - will be giving a
just as strong as
comprehensive insight into foundry
High-quality side programme
technology issues in more than five
at the previous event
An extensive, attractive side
different halls. In addition to
in 2007
programme with numerous
registrations by the big players
seminars and trade symposia,
from the industry,
special shows and technical forums as well as international
Messe Düsseldorf has also been noting increased interest
congresses and lecture series is being organised again
from companies that will be participating in the trade fair
for the four metal trade fairs in 2011. Great interest is
for the first time. The registration figures for
already being shown here too: there is tremendous
THERMPROCESS promise success of the kind achieved in
demand for the METEC Congress and the European
2007 too. The international industry leaders will be
Metallurgical Conference (EMC), for example.
exhibiting the latest thermo process technology in Halls 9
Trade visitors will be able to buy their ticket to GIFA,
and 10. The quartet of trade fairs is completed by
METEC, THERMPROCESS and NEWCAST online from
NEWCAST, the International Trade Fair for
the spring of 2011 onwards. Companies that would
Precision Castings. It will again be providing detailed
like to present their products and services in the
information about innovative casting solutions in
context of the "Bright World of Metals" will find all
Halls 13 and 14 in 2011. The response received so far
the registration documents they need in the exhibitor
suggests that NEWCAST will also be just as successful as
section of the individual websites. www.gmtn.de and/or
at the previous event.
www.gifa.com, www.metec-tradefair.com,
www.thermprocess-online.com and www.newcast.com
“ecoMetals - Efficient Process Solutions” campaign
also provide up-to-the-minute news about the
All four trade fairs that make up the "Bright World of
trade fairs as well as the latest information from the
Metals" are focussing on the issue of energy and resource
industry.
efficiency. With this in mind, Messe Düsseldorf has
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Take advantage of travel packages to
GIFA/NEWCAST/METEC/THERMPROCESS
2011

T

rade Fair Travel in conjunction with Castings SA and the
Southern African - German Chamber of Commerce
and Industry have organised two tours for visitors to visit
the exhibition.
For more information on these travel packages please refer
to the advertisement for Trade Fair Travel in this issue.
Bookings close on the 13th April 2011.
Prices include:
• Return airfare Johannesburg/Düsseldorf
• Airport/Hotel transfer
• Accommodation for 4 nights
• Full buffet breakfast daily

•
•
•

Entrance ticket to Fairgrounds
Medical/travel insurance
Düsseldorf City Guide

The fairground entrance ticket which is included in the
tour cost allows the holder free travel on all Düsseldorf
transport systems.
Optional extras
• Special reduced domestic add on fares
available
• Passengers wishing to extend their stay may do so at an
additional R500.00
• Passengers wishing to travel to
London or other cities, may do so on
payment of the additional fare
Travel package contact details
Please return your completed booking
form which can be downloaded off the
website www.tradefairtours.com to
Trade Fair Travel, TEL: 031 916 1414,
FAX: 031 916 5674, or
email peter@tradefairtravel.co.za
SAIF foundry visits in Germany
The SAIF is negotiating with the
German Foundry Association to visit
foundries in the area during your stay.
If you are interested in taking part in
a one day tour please contact
John Davies on
TEL: 011 559 6455 / 083 630 2809.
Transport will be provided and a
cost will be
advised depending on the numbers.
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PRODUCT

REVIEW

KYOCERA indexable drill “Magic Drill DRX”
Kyocera Corporation's indexable drill*1, Magic Drill DRX, has been developed for
the machine tool business and used mainly for hole drilling.

D

eveloped for smoother evacuation of chips, this new
drill model enables higher productivity by reducing
the drilling time of a variety of workpiece materials.
The holder features a new design with a twisted coolant
hole, adopted for the first time by Kyocera, which allows
cooling of the friction heat generated during drilling, as
well as effective evacuation of chips. Compared to the
conventional design, the new DRX offers a 60 percent
larger internal flute, significantly improving the evacuation
of drilled chips. Concurrent with the development of the
DRX, three chipbreakers*2 are available for the stable and
efficient processing of various materials, including sticky
materials such as stainless steel and low carbon steels.
A drilling process that previously took 58 minutes to
complete with a conventional Kyocera model can now be
completed in 28 minutes with the DRX, reducing cycle time
by approximately half*3 - greatly improving drilling
efficiency.
*1 - Indexable drill: A cutting tool for drilling holes that
uses a special insert which can be rotated or replaced
when the cutting edge becomes dull.
*2 - Chipbreaker: Protrusion or groove on the insert
designed to split chips created while drilling.
*3 - Data from external evaluation. Cycle time reduction
will vary by customer material and drilling conditions.
Holder features - twisted coolant hole
With the adoption of a twisted coolant hole, the first for

Kyocera, the size of the chip flute on the internal cutting
edge has been increased by 60 percent compared to the
conventional model. This design significantly improves chip
evacuation performance by providing additional clearance
for chips to flow freely up the flute and out of the drilled
hole. To suppress any potential vibration caused by the
increase in the size of the chip flute, a special alloy has
been adopted for all the drill bodies. The use of this alloy
will also enhance rigidity and improve drilling reliability.
Insert features
Sticky materials, such as stainless steel or low carbon
steel, produce chips that can easily get tangled in many
drills, and are a problem since it is then necessary to
interrupt the drilling cycle to remove the chips.
With the adoption of a wider chipbreaker on the outer
edge, small chips are created even with sticky materials
that are difficult to drill, thus enhancing evacuation
performance. The inner edge uses a flat chipbreaker that
forms ideal continuous chips. By utilizing a lineup of three
types of chipbreakers - the GM breaker for steel and cast
iron, the GH breaker with a strengthened flute tip for
hardened materials and interrupted drilling, and the
SM breaker for stainless steel and low carbon steel - the
Magic Drill DRX series is capable of working with a variety
of materials.
Wear resistance and oxidation resistance are enhanced
by the application of Kyocera's unique MEGACOAT PVD
coating method*4. The inserts are designed with four
cutting edges, two inner pocket cutting
edges and two outer pocket cutting
edges, allowing for further reduction in
overall tooling costs.
*4 - PVD coating method: Physical
Vapor Deposition, a method which
physically deposits a hardened coating
layer on the substrate surface by fusion
and ionization using electricity or heat
energy.
Kyocera Corporation is represented
in South Africa by Skok Machine Tools.
The company is one of South Africa's
longest serving companies to represent
international OEMs manufacturing
machine tools and tooling for the
metalworking industry. They also boast of
a competent applications and service
department. For further details contact
Ray Porter on TEL: 011 392 3710
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New underfloor
circular sawing machine
PSU 450 M from Behringer
B

ased on the proven technology behind the
PSU 450 H, the PSU 450 M has been upgraded with
a newly developed control system which permits it to
be supplemented both by automatic mitre setting and also
a feed gripper. The result is a highly flexible machine
concept which sets whole new standards, particularly for
automatic single-bar operation.
The basis for this modular concept is a durable, stable
machine substructure which ensures optimum vibration
damping and low-noise sawing operation. A worm gear
featuring a rotation compensation system developed
specifically for the purpose by BEHRINGER EISELE permits
outstanding cutting output coupled with a long saw blade
service life.
Particular care was taken in re-engineering the
machine and developing the mitre setting facility. This is
optionally available with an electronically controlled mitre
axis or with a manually (steplessly) adjustable angle
adjustment facility. Additionally provided fixed stops at
30° / 45° / 90° simplify operation of the manual mitre
device.
By combining automatic mitre adjustment with the feed
gripper, cuts with varying angle combinations ranging
between + / - 30° can be manufactured in automatic
sawing operation.
Fast, precise material transport is guaranteed by the
feed gripper, equipped
with a single feed
stroke of 1,500 mm.
If cut lengths
exceeding 1,500
mm are required,
these can naturally
be programmed with
ease using the
control system.
The underfloor
circular sawing
machine is equipped
with a hydraulic
clamping device
arranged horizontally
and vertically on the
left and right of the
saw blade which holds
the stock in the correct position
during sawing. A steplessly adjustable
clamping pressure reduction facility makes child's
play of sawing profiles.
The high-performance saw drive with its output of
3.0 / 3.6 kW offers 4 different speeds
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(6 / 12 / 24 / 48 rpm). In conjunction with the
steplessly adjustable saw blade feed, the PSU 450 M is
ideally suited for the troublefree machining of all steel
types commonly encountered in the metalworking
industry - including stainless steel. A bar change is
quickly and simply performed by means of a bar start
detector. A remnant length reduction facility cuts down
material consumption significantly. To prevent saw blade
breakage, the machine features an integrated cutting
pressure shut-off mechanism, and a fitted machine light
makes for more convenient operation of the new
PSU 450 M.
The PSU 450 M control system is a successor to and
further development of the BT 41 control system familiar
from Behringer band saws. For repeated sawing
assignments, program memory locations are available
which permit the storage of both cut lengths, right
and left-hand angles and piece numbers per
order.
For further details contact Elquip Solutions on
TEL: 011 826 7117

The NHX Series of
horizontal machining centers
makes a debut as the X-class - Mori Seiki
Mori Seiki Co., Ltd. has announced the debut of the X-class NHX4000
and NHX5000/40 horizontal machining centers.

T

he NHX Series offers improved cost performance by
drastically reducing the number of parts, and is
designed to reflect current market needs and
3,000 feedback comments from customers. It is packed
with extensive features including (1) high speed (2) high
rigidity, (3) high accuracy, (4) energy saving,
(5) MAPPS IV + ESPRIT, (6) compliance with safety
standards, and (7) variations.
(1) High speed
The NHX4000 and NHX5000 have
a rapid traverse rate of 60 m/min.
The NHX4000's pallet indexing time
is 1.0 second (1 degree indexing
specifications), and the NHX5000's is
1.49 seconds (90 degrees indexing
specifications). Both models offer
dramatically increased productivity by
reducing non-cutting time.
(2) High rigidity
The NHX Series achieves
high-rigidity and stable machining by
using a thick, high-rigidity bed with
the X- and Z-axis linear guides placed
in a high position, spindle with a
large-diameter bearing, and a table and pallets with a
powerful clamping force.

(3) High accuracy
The NHX Series offers improved positioning accuracy
by reducing weight of moving parts including a column.
Additionally, it uses direct scale feedback as standard
to ensure high accuracy.

(4) Energy saving
The NHX Series is designed to reduce environmental
burden and running costs. While a hydraulic unit pump
used in the conventional model rotates all the time to
maintain pressure, the pump used in the NHX Series can
be stopped during standby because an accumulator is
attached to the hydraulic unit. In addition, the number of
motors has been reduced. The NHX Series has achieved
an approximately 40% reduction in total power
consumption compared to the conventional
model.
(5) MAPPSIV + ESPRIT
The NHX Series uses the MAPPS IV high-performance
operating system for its operation panel. In addition to
automatic programming software (standard), ESPRIT CAM
software is available as an option. The combination of
MAPPS IV and ESPRIT allows the machine to handle
complex machining programming and to flexibly meet
customer needs.
(6) Compliance with safety standards
The NHX Series conforms to safety standards all over
the world, including CE Standards, UL Standards and ANSI.
(7) Variations
Since a wide range of variations, including ATC without
arms and configurations without APC, is available, the
NHX Series can also be used as special machines for the
automobile industry.
For more information contact Edwin Roth Pty Ltd on
TEL: 011 970 1930
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Baty's Venture Plus range
of CMMs

B

aty's Venture Plus range of CMMs provides a
number of user benefits. In addition to precise
optical measurement, the range also features a
Renishaw TP20 touch probe measuring facility.
Measurements from data points taken using the touch
probe can be combined with those taken using video edge
detection for optimum convenience,
accuracy and reduced inspection
times.
A probe changer rack can be
installed so that probe modules
fitted with a variety of
pre-calibrated styli can also
be used in the same
inspection routine.
When a change of stylus
is required, the system
automatically puts the
current probe module
back in the rack and
picks up the next to
continue the

inspection process.
The unit's bridge type construction is all aluminium,
resulting in low inertia and low thermal mass. Air bearings
are used on all axes, whilst a granite Y beam is used for
increased accuracy. The machine expands and contracts
uniformly with temperature changes ensuring minimal
distortion and potential for errors. Ambient temperature
can also be compensated for within the Fusion software,
making Venture Plus ideal for use on the shopfloor.
Baty International is one of the world's leading
manufacturers of Optical Profile Projectors, Co-ordinate
Measuring Systems and Gauging Products. Building on
decades of experience in non contact dimensional
measurement, Baty International has offered camera
based (vision) measuring systems since the early 1980s.
Now, as an ISO 9001:2000 accredited company,
Baty's comprehensive portfolio of Metrology Instruments
ranges from Hand Tools to Vision Systems; solutions for
almost every measurement application in modern
manufacturing.
For further details contact Toolquip & Allied on
TEL: 011 370 2727
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Patented belt drive
delivers higher productivity
The E-Brake from SAFAN produces the pressing force by means of
synchronised electric motors which transfers via belts and pulleys to the beam.
This patented drive principle brings many advantages, including no problems
with hydraulic oil, low energy consumption and higher productivity.

S

ince SAFAN introduced the first Mechatronic
press brake its patented drive system has been
optimised, the electronics refined and the range of
applications expanded.
Productive bending depends less on the theoretical speed
of the beam than on the times between the bends. An efficient
press brake machine must therefore optimise these functions
and not just the beam speed. Most time is lost between the
bends by handling, the change over time between fast and
slow points of the beam and the back gauge positioning speed.
SAFAN's own electronic control system ensures very short
response and delay times resulting in bending speeds of up to
20mm/sec. The high acceleration and other servo motor
characteristics mean not only very fast approach speed but
also a seamless change over to bending speed. Working at
high speed without risk is achieved via the active safety system
built into the touch screen control. The safety light curtain is
programmable directly from the touch screen with innovative
settings to maximise productivity whilst maintaining a safe
operating environment. This programmable light curtain also
gives the operator the opportunity to move the upper beam and
back gauge into the next step without using the foot pedal. This
means that the machine automatically moves to position for
the next step while handling the sheet.
The combination of these features delivers typical cycle
times 30% faster than conventional press brakes. The absence
of hydraulics means no seals, no pressure valves etc. resulting
in less downtime and lower maintenance costs, furthermore
the SAFAN E-BRAKE uses less energy than hydraulic machines
because the motors only operate when the beam is actually
moving.
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New generation SAFAN E-Brake
SAFAN continues to work enthusiastically towards new,
more efficient solutions under the motto of 'the E-volution in
sheetmetal working. This has resulted in a new generation of
SAFAN E-Brake with capacities of 25 T to 100T. A number of
important new advantages have been added to an already
worldwide proven E-Brake technology. The machines ranging
from 25T to 100T are built according to a modular concept,
ensuring an advance in the efficiency of machine technology.
The new designs mirror the design of the heavier E-Brakes.
Important features are the new back gauge and the larger
gauge. There are also various standard specifications and
improved optional features. In short, the new SAFAN EBrake
means an important step forward in the E-volution of
sheetmetal working.
The E-Brake Ergonomic version is a 1.2 m x 35 ton
machine ideal for seated operators manufacturing smaller
components.
With the SAFAN E-Brake machine concept, the company
has set new standards in terms of efficiency, economy,
ergonomics and ecology. With sheet bending using pressing
forces up to 300 tons, these E-standards will give the
sheetmetal working manufacturer a head start among its
competitors.
The SAFAN E-Control is fully touch screen, whereby the only
buttons visible on the 17" screen are those that are needed
during operation. The controls simply run on a PC under
Microsoft Windows®. The software was developed based on
Microsoft.net.
Framework
The unit is fitted with a 100 MB Ethernet UTP
network connection as standard. The instructions are
transmitted to a central processor from the
SAFAN E-Control, which in turn regulates the various
axles via a so-called CAN-BUS (Control Area Network).
The system can be programmed quickly and
accurately thanks to a 'self-teaching' database with
data on materials, tools and previous, already
corrected bending. The SAFAN E-Control can be
coupled to the majority of offline programming
systems. The standard SAFAN E-Control 1 controls
work with numerical input and bending
parameters display, however the user receives
immediate graphic support in many areas.
The controls are setup for web-based communication
such as online diagnoses and loading software updates
via the web. Machines can also be coupled to each other
in a group and tooling databases can be shared.
For further details contact CML Machine Tools on
TEL: 011 918 0939

World Premiere / DMU 85
monoBLOCK® - DMG
Next generation 5-axis milling with SK50 / HSK-A100
standard interfaces. A spacious work area
in the smallest of spaces and a heavy machining
option - the DMU 85 monoBLOCK® delivers
in every respect!

W

ith its basic features the new DMU 85 monoBLOCK® is
similar to its sister product that was launched last
year, DMU 65 monoBLOCK®. This means that the
latest DECKEL MAHO Pfronten innovation with its flexible
expansion options - from three to five axis machines with a
dynamic swivel rotary table - now covers all aspects of milling
technology, from roughing to finishing. In a nutshell: Customers
get maximum functionality at a very attractive price.
It was logical for DMG to develop the DMU 85
monoBLOCK® based on the successful concept of their
DMU 65 monoBLOCK®. After all, DMG's motto is: Big
performance in a small space. From tool and mold making to
mechanical engineering and automotive industry, the
DMU 85 monoBLOCK® is a valuable addition to any machinery
in any area of metal cutting production.

A space-saving miracle in precision
With its small footprint of a mere 11.6 m² the
DMU 85 monoBLOCK® ensures that there will be plenty of
room in any workspace. The 3-axis version can accommodate
workpieces that are up to 1,200 mm long and weigh 2,000 kg.
The 5-axis machine supports a 1,040 mm diameter and a
workpiece weight of up to 1,500 kg. For such workpiece
dimensions in particular, the DMU 85 monoBLOCK®'s optimum

accessibility
presents
benefits as it
offers top loading
above the table
centre. Travel
distances also
support these
dimensions:
850 mm in X and Y
direction, and 650 mm in Z
direction.
DMG designed the DMU 85 monoBLOCK® with the most
demanding milling operations in mind. Thanks to its high
rigidity and stability the machine ensures best machining
performance and excellent precision. These characteristics are
based on the high resting mass of the monoBLOCK® design
and a detailed FEM analysis. The swivel rotary table's 45-size
roller guides guarantee the highest level of stability also for the
5-axis version of the DMU 85 monoBLOCK®.
In conjunction with its SK50/HSK-A100 tool holder the
DMU 85 monoBLOCK is the only machine in its class that
supports heavy machining with 288 Nm / 44 kW. It is no
surprise that the machine covers all aspects of milling
technology, from roughing to finishing, on a high level.
Integrated modular system for a maximum of options
An uncompromising feature of the DMU 85 monoBLOCK® is
its dynamics, partly due to its fast swivel rotary table. The table
is available either with high-torque gear motors or water-cooled
torque motors. The latter facilitate even more dynamic
machining when both rotary axes accelerate to a maximum of
100 rotations per rpm.
The two swivel rotary tables are part of the integrated
modular system, as are the modular equipment configurations
for the motor spindles. These vary from a standard version with
a spindle rotational speed of 10,000 rpm (with a torque of
82 Nm) to application-driven options with 14,000 rpm
(100 Nm), 18,000 rpm (119 Nm) and 24,000 rpm (100 Nm)
and a heavy-duty spindle with 10,000 rpm and a torque of
288 Nm.
The tool changer with its 30, 60 or 90 tool positions
straightforward and comfortable is easy to operate and load.
The loading station is located in the front part of the machine
to enable the user to operate in a normal working environment
at all times. To do this, the control panel can be swivelled
directly to the tool loading station during setup. In doing so, the
fast blade changer will reduce the chip-to-chip time to an
impressive 4.9 seconds.
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In addition to the
universal modular
construction kit of the
DMU 85 monoBLOCK®
there is a special
production package with
an internal coolant supply
of up to 40 bar available
as well as a space-saving
chip conveyor on the rear
of the machine that
ensures space-optimised
installation of the machine
in a production
environment. The
standard package is
rounded off by the
DMG ERGOline® Control
with a 19" screen and a
high-tech 3D controller
with an option to choose
from either Siemens
(Sinumerik 840D
solutionline) or
Heidenhain (iTNC 530).
Other interesting design details include the steep work area
slants for an unhindered chip flow and the durable, stainless
steel cover of the work area, while a wide, centrally located
chip conveyor ensures fast and process-driven chip removal to
the rear of the machine. A special highlight is the newly
developed spindle utilisation and oscillation detector for

continuous status
monitoring. Similar to a
car's electronic revolution
counter, a dynamic colour
gradient (green to red) lets
the operator see the
current process stability
level at a glance.
Integrated technology
for a broader range of
applications
The DMU 85
monoBLOCK® is
designed to offer much
more flexibility for
5-axis machining. This
includes integrating
turning-milling technology,
but also the option to use
ULTRASONIC for
ultrasound-driven
machining of hard/brittle
materials and to use
LASERTEC Shape as an
excellent tool for milling and laser processes - in one machine.
These added features will be available prior to this year's
EMO 2011, and will mean an increased range of services for
customers.
For more information contact the local agent Retecon
Machine Sales on TEL: 011 976 8600
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Talmac
appointed Danobat agents
Wider range of cutting and drilling machines offered.

S

In addition to drilling, the T3CH can
machine external countersinking,
external counterboring, threading and
external centerpointing as long as the
suitable tools are fitted. The
T3CH also has marking feature
incorporated.
Also in the drilling range is the
TL1C drilling unit based on a robust
drill head that displaces longitudinally
along the workpiece. It is provided with
one drill head assembled over a
robust column that is displaced
along the table that supports the
workpiece. To carry out the
longitudinal displacement, there is
a system of rack and pinion that
allows a gentle and uniform
movement.
The UT4 is an automatic drilling
unit with one spindle displacing to
three different positions., which holds
four different tools, so during the program execution, it can
work with four different tools. In addition to drilling, the
UT4 can machine external countersinking, external
counterboring, threading and external centerpointing
as long as the suitable tools are fitted. The machine
also has marking feature incorporated.
For further details contact Talmac on
TEL: 011 827 6539

panish machine tool building
group Danobat has appointed
local machine tool reseller
Talmac as their agent in South Africa.
Danobat is active in manufacturing
band sawing machines, drilling units
and 3D plasma cutting, boring / milling
machines, grinding, punching and
bending machines as well as vertical
and horizontal CNC lathes.
The Danobat drilling unit model
T3CH is an automatic drilling unit with
three spindles and a fully automatic
tool changer system on each drillhead,
which number three. The robust heads
are driven by a
brushless motor
on each unit.
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TaeguTec's T-Clamp
for small ID turning and grooving and
Drill Rush insert type indexable drills

T

aeguTec's T-Clamp parting-off and grooving system
continues to grow and expand in the global marketplace.
This is primarily due to the introduction of new products to
the T-Clamp family.
The new tools launched recently, which adopt a double
ended insert and through cooling hole for better chip
evacuation, are for internal grooving and boring operations at
small diameters. Therefore, the tools are suitable for machining
of miniatures.
The features include:
• An economical double-ended insert
• Strong clamping with a fully supported seat
• Internal coolant through the shank
• Various application ranges
The TDIP ground insert can be used for precise grooves
while the TDIM pressed insert with efficient chipformer is used
for boring and grooving operations. Internal machining is from a
minimum diameter of 12.5mm. A special insert for threading
and profiling are available on demand.
The T-Clamp multifunctional system permits a host of
operations including parting and grooving, external turning and
grooving, internal turning and grooving, precision grooving and
recessing, face grooving and face turning, undercutting and
recessing.

New Head-changeable drill
TaeguTec has also introduced the all new Drill Rush insert
type indexable drills. With optimised edge geometry, innovative
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clamping
structure, the new
Drill Rush shows
remarkable
performance
compared to the
existing solid
carbide or other
conventional drills.
A user-friendly
clamping mechanism including a clamping key enables easy
and convenient drill head indexing on the machine spindle.
Moreover, not only is it more efficient than screw clamping but
also cost effective requiring less set up time.
Engineered for precision, the body design ensures stable
performance even after repeated head indexing; the cutting
edge design together with twisted coolant channels aid high
speed machining with improved productivity.
The Drill Rush has other advantages as well. Its PVD coated
body means longer tool life while polished flutes allow smooth
chip evacuation and high hole accuracy. New TT9080 grade
multi-layered coating and special treatment of drill heads add
to the tool's endurance.
The Drill Rush is built to maximize cost efficiency; a range of
different diameter drill heads and various cutting edge geometries
used on the same tool body cut overall production costs.
The new Drill Rush is now available from 10.0 to 19.9mm
diameter ranges (in 0.1 increments) while the
For more information contact TaeguTec South Africa on
TEL: 011 362 1500

The new Telesis
TMP4500E electric pin
handheld marking head
The TMP4500E is an extremely robust hand-held marking head with
a powerful all new electric marking pin design.

T

he Telesis® TMP4500E marking system
permanently prints messages into a variety of
materials such as steel, aluminium, and
plastic. A hardened pin is accelerated to indent dot
matrix characters into the item being marked at
depths up to .45 mm in mild steel. Character shape,
size, density, and location are determined by the
user through the marking system software.
The Marking Head is an electromechanical
marker. A metal-formed cover houses the internal,
mechanical components that position the pin
cartridge. An electric solenoid fires the marking pin
and an internal spring returns the pin to its idle
position within the cartridge. The marking head
moves the pin cartridge through X- and Y-axis
rectilinear motions to reach the correct position for
each dot of the characters to be marked. The
system software automatically controls pin
extension to mark the message.
The marker uses two stepper-motor drives to

The lightweight and portable TMP4500E is designed
for remote operation. The hand-held marker incorporates a pistol grip handle
with a Start Print pushbutton switch
rapidly and accurately position the pin at
coordinate-defined locations in the marking window within
.006 mm. The marker accommodates the rigorous dynamics
of impacting, rebounding, and rapid positioning of the
marking pin through a linear rail/ball bearing saddle
assembly, ceramic-coated guide shaft/linear bushing
assemblies, and drive motors with concentric, linear
drive screws.
The lightweight and portable TMP4500E is designed for
remote operation. The hand-held marker incorporates a
pistol grip handle with a Start Print pushbutton switch. A
rear-mounted handle provides additional stability during
marking. It can be used in virtually any orientation.
The integral standoff with its padded front surface is
held against the marking surface while marking. The standoff
can be adjusted forward and aft to change the pin stroke.
TMP4500E/470 Marking System - general arrangement
A tapped hole is provided in the top of the marking
head (beneath the label) to allow for installation of an eye

100 METALWORKING NEWS

V10.1

March 2011

bolt. The eyebolt allows the marker to be suspended from
a mechanical-assist device such as a cable or cable
balancer.
The Pin Cartridge, machined from engineered plastic
materials, offers long life with little maintenance. Screws
attach the pin cartridge to the marking head for easy
removal, cleaning, and pin replacement. The
cartridge/solenoid assembly can be configured for Long
Throw or Short Throw operation. Long Throw configuration
allows for deeper marks while Short Throw configuration
allows for faster marking.
The Marking Pins are made of powdered metal and are
available in 30° and 45° cone angles.
The Marker Cable connects the marker to the controller.
The cable is four metres long and is pre-wired to the
marking head.
The TMC470 Controller provides the electrical interface
and software control of the TMP4500E marking head.
For further details contact Traceability Solutions on
TEL: 011 794 5299

Siemens offers innovative user
interface for machine tools

S

iemens Industry, Inc. has launched
the Sinumerik ® Operate, a new and
innovative user interface that
integrates HMI-Advanced, ShopMill and
ShopTurn in a single end-user interface for
machine tools. It contains new functions
that facilitate the set-up and manufacture
of complex workpieces.
Sinumerik Operate is used for the
Sinumerik 828D and Sinumerik 840D sl
computerized numerical controls (CNC). It
enables sequence and high-level language
programming via a single interface to
ensure fast NC programming and work
preparation. The clearly structured layout,
with context-based functions and
self-explanatory icons, facilitates intuitive
handling for machine operators. Various
kinematics are also easy to set-up, while
integrated simulations and a large number
of diverse workplace views also make it
easy to check the programming
Sinumerik Operate combines the well-known HMI-Advanced,
immediately. Sinumerik Operate also
ShopMill and ShopTurn interfaces into one, highly-graphical and very intuitive operator
makes it possible to zoom into angled
and programming interface
levels individually while a simulation is
running.
When setting up a workpiece, the
icons, it is extremely user-friendly.
measurements are shown in an easy-to-understand fashion
Sinumerik Operate enables users to easily use
that uses animated elements for both switched and
ShopMill and ShopTurn sequence programming to create a
manual tool measurement features. With the Cycle 800
tailor-made programming solution for the manufacture of
"swivel cycle" users can manufacture even extremely
individual parts and small batch sizes. Siemens
complex workpieces with simple and fast handling.
programGuide combines G-code programming with cycle
Sinumerik Operate also provides users with access to an
support. This ensures a high degree of flexibility and short
optimized tool and program management system. The tool
machining times that are suitable for medium- to
list makes all relevant data available in a clearly structured
large-batch sizes.
manner and also offers a configurable display. Thanks to
For more information contact Andre le Roux on
its use of context-based functions and self-explanatory
TEL: 011 652 3640
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Sandvik's new milling grade for
stainless steels and CoroMill 325

S

andvik Coromant says its GC1040 milling
grade features consistently sharp cutting
edges, low forces and slow wear, even
during tough machining of austenitic stainless and
duplex materials. The grade is recommended for
shoulder milling small diameters in fine to medium
roughing applications.
The grade is recommended for shoulder milling
small diameters in fine to medium roughing
applications. According to the company, the grade is secure in
unstable conditions and sufficiently reliable for unmanned
production. The grade is available for a range of CoroMill
cutters.
New CoroMill 325 ensures faster and more accurate
thread whirling
The growing use of special thread forms for medical bone
screws, implants and other micro components creates an
increased need for techniques that produce threads fast and at
high tolerances. As a result Sandvik Coromant has introduced

the new CoroMill 325 thread whirling inserts and
holders.
Thread whirling is a fast and accurate way to thread
long, slender components in difficult to machine
materials. By combining the speed of thread whirling
with the rigidity of a sliding head machine, complete
threads are produced accurately and in a single pass,
without the need for special supports.
CoroMill 325 thread whirling inserts and holders can
produce a wide range of high precision screws and implants
from rough stock at high speeds and fit a large number of
sliding head machine types. All without the need for a
dedicated thread whirling machine.
Using this technique, a number of advantages can be
gained over traditional single-point threading including
increased productivity, faster set up times, no extra costs for
finishing treatment, superior chip control and increased tool life
over conventional tools.
For further details contact Sandvik Coromant on
TEL: 0860 101 008

CMM builder, Wenzel, introduces
integrated computed tomography
workstation called “exaCT®”

N

ew inspection product provides contactless 3D
measurements of internal and external part surfaces
allowing non-destructive and timesaving inspection of
small and medium sized complex parts.
Wenzel GmbH recently introduced at the Control Show in
Germany a new Integrated Computed Tomography Workstation
called exaCT®. This new product was developed by the Wenzel
Group Company Wenzel Volumetrik headed by Dr. Martin Simon
a renowned expert in the field of Computer Tomography.
The new inspection machine allows the contactless 3D
measurement of internal and external part surfaces allowing
non-destructive and timesaving inspection of small and
medium sized complex parts with small features manufactured
from plastics, composites, ceramics, aluminium or magnesium.
Computed Tomography is an imaging method originally
developed for the medical industry where digital geometry
processing is used to generate a three-dimensional image of
the internals of an object from a large series of
two-dimensional X-ray images taken around a single axis of
rotation. In operation, an X-ray tube produces a conic beam of
electrons that penetrate the object to be measured and a
digital signal is interpreted by the 2D detector as a digital
radiograph image. The object is positioned on a precision
rotational stage and an image is acquired during the rotation at
a constant speed.
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The output of a Computed Tomography reconstruction is
referred to as a 3D voxel dimensional pixel model and the
resolution of each voxel depends on the resolution of each
projection and the number of projections. From this 3D volume,
CT software is able to export a stack of CT slices in any
direction, analyze relative density with colored map and will
ultimately create a point cloud/triangle model compatible with
CAD or Rapid Prototyping software. The main benefit of using
3D CT for scanning or digitization is that a complete model with
both external and internal surfaces of an object can be
obtained without destroying the part. In addition, CT can be
performed on any surface, shape, color or material with
densities or thicknesses that are penetrable with X-rays.
The new Wenzel exaCT® workstation includes the CT
scanning machine with high-quality image detectors, two monitors,
computer and master system software for the acquisition of the
projections and the reconstruction for the precise evaluation of
the generated 3D voxel data. In addition, this data can be
metrologically evaluated by Wenzel-Metromec Quartis measuring
software as well as Wenzel-Knotenpunkt Pointmaster software
for reverse engineering of parts and for the comparison with
original CAD models. Interfaces are also available to the most
popular capturing software's such as VGStudio MAX 2.0.
For further details contact Fritz Kosa of Trimos-Sylvac on
TEL: 012 661 4161

New AMADA HFE-M2
press brake series
Bending operations performed in energy-optimised conditions.

A

MADAs new HFE-M2 series of press brakes offer an
extraordinary wide range of press forces and press
beam lengths, are also remarkable for their high level
of energy efficiency. For users, this means: a new potential
for savings whatever the size of the production order.
The HFE-M2 can be used with four or seven controlled
axes. Due to the optional pump control using frequency
inverters, the HFE-M2 allows users to reduce power
consumption by approximately 20 per cent compared to
earlier press brakes. Depending on running time, this can
lead to a massive saving in production costs. The series
includes eight models with press forces ranging from
500 to 2,200 kN and press beam lengths between
1,250 and 4,000 mm. At EuroBLECH 2010, AMADA will
present a model with seven controlled axes operating in
real-life production conditions.

A wide range of accessories
One innovation is the particularly wide range of optional
features introduced for the HFE-M2 series. These include

the sheet follower,
variable back
gauge
function
(Delta-X) or
the Bending
Indicator
measuring
system
which
continuously
monitors the
bending angle
during the
production process and corrects if necessary.
The machines are also equipped with state-of-the-art
control technology including a remote diagnostic
function.
For further details contact Amada South Africa on
TEL: 011 453 5459

New small-footprint ST-10 turning center
from Haas Automation

T

urning small parts on a large lathe usually isn't an
efficient use of a company's assets, and could adversely
affect the bottom line. The New Generation ST-10 CNC
lathe from Haas Automation, Inc., provides an economical
solution for small parts turning in a compact package that is
loaded with full-size features.
The Haas ST-10 turning center was designed from the
ground up to be extremely rigid, highly accurate, and very
thermally stable. All castings were optimized using finite
element analysis (FEA) to produce the most rigid designs,
while improving chip and coolant flow, and simplifying
maintenance and service. The spindle head features a
compact, symmetrical design for thermal stability and rigidity,
and the 45-degree wedge design greatly increases the toolmounting envelope and improves chip flow.
The ST-10 is equipped with a 12-station BOT turret that
indexes tools in 0.5 second to reduce cycle times. The
machine provides a maximum cutting capacity of 356 x 356
mm, with a swing of 413 mm over the cross slide. The ST-10's
A2-5 spindle nose has a 58.7 mm spindle bore and a bar
capacity of 44 mm. It is equipped with a 165 mm hydraulic
3-jaw chuck. The machine's 11.2 kW vector dual-drive spindle
turns to 6000 rpm, and provides 102 Nm of torque at 1300
rpm. On-the-fly wye-delta switching yields a wide constant-

horsepower
band for
constant
surface feed
cuts, and
rapids are
30.5 m/min.
Standard
equipment
on the ST-10
includes rigid
tapping, a
15" color
LCD monitor,
and a USB port. Available high-productivity options include
high-torque live tooling with C axis, a belt-type chip conveyor, a
tailstock with hydraulic quill, an automatic tool probe, an
automatic parts catcher, high-pressure coolant systems, and
much more.
Built in the USA by Haas, the ST-10 turning center is
backed by the worldwide network of Haas Factory Outlets - the
most extensive system of support and service in the industry.
For further details contact Haas Factory Outlet on
TEL: 011 974 2301
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Puma 480D turning center
Raw power…
polished performance
W

ith a generous 275 mm through-hole
diameter, 1 500 rpm spindle
torque...up to 20 m/m Z-axis
thrust...and optional self-centering chucks
that can be front and rear mounted,
Doosan's new Puma 480D is designed
specifically for oil-field applications. But it
has all the power, speed and precision to
produce any parts within its 650 mm by
990 mm work envelope.
Widely spaced, wrap-around guideways
assure years of speed, stability, and
accuracy. Each is induction hardened,
precision ground, and bonded with a
low-friction fluroplastic coating that reduces
wear, dampens vibration, and enhances
surface finish. A final hand scraping

Widely spaced, wrap-around guideways assure years of speed,
stability, and accuracy. Each is induction hardened, precision ground,
and bonded with a low-friction fluroplastic coating that reduces wear,
dampens vibration, and enhances surface finish. A final hand scraping
provides the ideal surface for lubricant flow
provides the ideal surface for lubricant flow.
Massive Meehanite beds further dampen vibration and
help dissipate heat. The 45° slant bed allows convenient
access to tools, chucks, and work pieces, while enabling
easier, more thorough chip removal. Torque tube design, a
characteristic of all Puma horizontal turning centers,
eliminates bending and twisting, and provides a
through-the-bed conduit for cooler, consistent operating
temperatures.
A 150 mm thick turret head is mounted on the same
ground surface as the tailstock to maintain perfect
alignment and center height. The heavy duty,
cartridge-type spindle is supported by a double row of
cylindrical roller bearings on either side of duplex angular
thrust bearings.
The cylindrical roller bearings feature a large contact
surface, assuring the high rigidity needed for heavy cuts
with high precision. Power is supplied by a two-speed
gearbox, generating spindle speeds up to 1,000 rpm and
powerful low-end torque. The gearbox and motor are
positioned away from the spindle, eliminating the transfer
of heat and vibration.
Double pre-tensioned ball screws, supported on both

104 METALWORKING NEWS

V10.1

March 2011

ends by precision class P4 angular contact thrust bearings,
are located on the X and Z axes. The ball screws are
selected for high accuracy, feed thrust, and rapid traverses,
and are protected by torque limiter clutches to minimize
damage in the event of a crash.
The 12-station turret employs a large 320 mm diameter
Curvic coupling, and exerts 23,606 lbs. of hydraulic clamp
force. Indexing repeatability is +/-1.27 micron. A
high-torque index motor controls turret rotation,
deceleration and clamp. Turret indexing is non-stop
bi-directional, with a 0.25 sec. next-station indexing time.
A rotary encoder determines the turret position, and a
proximity switch confirms clamp.
The Puma 480D turning center is equipped to handle
parts up to 650 mm by 990 mm long (the elongated-bed
model Puma 480LD is suitable for parts up to 2185 mm).
Standard features include a programmable tail stock;
waylube separation system; high pressure coolant system;
automatic forced lubrication to all guideways, ball screws,
and tailstock quill; and a tool monitoring system. The
controller is the Fanuc 0iTD.
For more information contact the local agent
Puma Machine Sales on TEL: 011 976 8600

