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EDITOR’S

COMMENT

Instant communication in real time

I

was amazed to see the number of smart
phones, iPads, tablets and Kindles that
are in use when I visited the US in February.
Literally everywhere I went most were so
engrossed with their mobile device that they
were oblivious to what was going on around
them. I am generalising and exaggerating a bit
but this is the feeling you get. It even prompted
me to write a Viewpoint on the aspects of how
social media can play a role in the
manufacturing community (see page 4).
The use of these devices became even
more evident while attending the conference
that I had travelled to the US for
(see International section on page 60).
Every day the conference started off with a General Session for the
5 500 delegates and, in the reserved section for the press, there were a
number of very visible bloggers and tweeters. During the whole of the one
and half hour session these guys were busy on their mobile devices. This
type of communication is not a new phenomenon but still very much in its
infancy for many countries. Not so in the US.
When you got time to check out the internet later virtually all that had
been said that morning was already posted and most with pictures
accompanying the one liners and short stories. And this was not only on the
press sites but you could see that a large number of the rest of the audience
had been tweeting. The number of 'reporters' had trebled, or quadrupled
I imagine. Certainly this was instant communication and in real time
as well.
However you have to be circumspect about these new age reporters.
Most of the time the reporting is not verified, but if the information is used in
the context of the recent uprisings in the 'Arab Spring' then it can be useful.
How can they do it and what motivates them I asked myself? Firstly the
competition by the network providers in the US is fierce and therefore the
cost is not prohibitive. Secondly the speed of uploading or downloading is
fast and I mean fast.
What motivates them? There are the commercial aspects in certain cases
but I would say the majority are private individuals with, I am sure, a selected
group of followers, similar to the number of friends you have on Facebook.
The tweets coming out of news situations or a journalist reporting on a
high profile court case, for example, are without doubt useful because most
of us are unable to be in attendance. We do like to be kept abreast with the
news and mobile devices will have a great advantage over TV, radio and
newspapers. Although in most cases the mobile devices are giving you
information which is being reported by the main stream media. But this is
where the convenience of a mobile device is insurmountable and
part of our everyday life now. I just wish the
costs for South Africans would be
comparable to the US.
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VIEW

POINT

Twitter for engineers:
Can social media play a role in the manufacturing community?

I

ndustrial marketers have been debating this question for
several months now. And, there is no clear consensus. There
are several reasons why there is no consensus, and why the
answer to the question posed is maybe. What we didn't know is
how many engineers would use Twitter, Facebook, YouTube, or
other social-media outlets. To be sure, it's a generally sceptical
audience. Making use of company websites as an information
resource is big but is only used if the information required is
sought and easily obtainable.
Of course, the social-media landscape is constantly
changing. Channels such as LinkedIn, blogs, knowledge wikis,
or some not-yet-invented community could change our focus
at almost any time.
Engineers generally don't have a lot of time on their hands.
Part of the reason for the lack of time on their hands can be
attributed to their inability to get to social media sites, and
more and more companies are not permitting social media use
during business hours. Additionally reports show that
companies' restriction of social media use is growing.
Facebook, while most popular of the social networking
channels, is also the most blocked by companies. Security
and over exposure of information are the top two fears of
companies according to McAfee Inc.'s "Web 2.0: A Complex
Balancing Act - The First Global Study on Web 2.0 Usage,
Risks and Best Practices" Report.
The study found over 60% of the respondents stated their
company suffered losses related to security issues.

I would hasten to add the losses suffered due to non
productive time spent on communicating with friends and
family as well as viewing non work related content on Facebook
must be huge and immeasurable.
Here are a few more facts from the McAfee Report.
• 60% of companies reported that the most significant
consequence from inappropriate Web 2.0 and social media
usage is loss of reputation, brand, client or confidence.
• 14% of organisations reported litigation or legal threats
caused by employees disclosing confidential or sensitive
information, with more than 60% of those threats caused by
social media disclosures.
• 13% of organisations block all Web 2.0 activity while
81% restrict the use of at least one Web 2.0 tool because
they're concerned about security.
• 25% of organisations monitor how their staff make use
of social media.
• 66% have introduced social media policies.
• 71% of which use technology to enforce social media
policies.
Success only comes from planning. But the problem is too few
companies have a social media plan in place. Companies must
be engaged with their audience for social media to be successful.
However, who has the time with the lack of human resources.
However there are large corporations that are using the social
media sites that have powerful search engines successfully, but
how many one has to ask? For me it is still a very hit and miss
approach and for many the invasion of your privacy via mobile
media is still a no, no and could alienate rather than encourage.
Engineers have different needs and less time than consumers.
But social-media channels can benefit the engineering community
because users control the inbound flow of information. Subscribing
to the most useful resources lets engineers get quick updates
on trends and innovations that might stimulate new ideas.
Duplicating what is on your website is certainly not the
route to go and herein lies another problem. How do you
generate new content on a regular basis? Stop posting new
content and social-media audiences will soon disappear.
The age of the workforce is a determining factor as well.
We all know how the youngsters have become BBM addicts, or
whatever other message system they use, very unsociable in
company, are losing the art of conversation and lets not talk
about their spelling and grammar. LOL! WTF! Clearly they are
using the medium for social networking and not for any
productive means. It is after all the modern age and if they are
not in the know they are just not with it. Figures show that very
few of the 50 plus population use social networking and with
the average age of the manufacturing sector employee being
50 plus, it's no wonder social networking engagement is limited
within the industrial sector.
Nevertheless social-media channels can benefit the
engineering community because users control the inbound flow
of information. Subscribing to the most useful resources lets
engineers get quick updates on trends and innovations that
might stimulate new ideas. You certainly have to keep abreast
with the new age. However I certainly don't want to know what
you had for breakfast this morning and it is very annoying when
you forget to switch off your message sound and an SMS
wakes you at in the early hours.
This is the viewpoint of Bruce Crawford,
Editor of Metalworking News
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Multitrade extend range
of machine tool accessories after
being appointed
D'ANDREA distributor
Multitrade Distributors have extended their range of machine tool
accessories that they market after being appointed the distributors of
Italian manufacturer D'ANDREA. The appointment is with immediate effect
and is as a result of negotiations at the recent EMO 2011.

D

'ANDREA is a leading Italian company manufacturing
accessories for high precision machinery tools.
The company's head office is in Lainate, just outside
of Milan, and the factory is located in Castel Del Giudice,
in Northern Italy in the Molise region.
The company manufactures the TA-CENTER, TA-TRONIC,
U-TRONIC, U-COMAX and AUTORADIAL facing and boring
heads; the MODULHARD'ANDREA modular
toolholder and boring system; the TOPRUN
mono-block tool holder system with an
ideal balance for high speeds and
the MONOd' program of
mono-block tool holders. The
company also manufactures
the MONOforce, GRINTA and
MCD' range of holders.
With the recent launch
of the MCD' HSK-A63
modular tool holders,
D'Andrea entered into a sector
that is continuously expanding, that is the
multi-task tool holder
machine market. MODULCUTD' is
a modular system for tools and
tool holders of turning machines.
They are extremely rigid, simple,
and flexible, with all the
components that require an
internal coolant supply. The range
is compatible with all those tool
holders that allow the use of tools
for internal, external, cutting and
threading of the various standard
programs existing on the market.
High precision ultra-tight
toolholder MONOforce is a new
addition to the D'Andrea range of
tool holders, which complements
the existing balanceable FORCE
chuck from the Toprun family.
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This new chuck provides an economical and innovative
solution for tool holding, where precision and high clamping
forces for the cutting tool are required.
MONOforce is available with tapers conforming to
DIN 69871, MAS-BT and both in ISO 40 and 50 sizes,
and also HSK 63. The chuck accepts reduction bushes to
suit cutters having shank sizes ranging from Ø 3 mm.
to Ø 25 mm.
MONOforce can also be supplied in kit form, which
includes of a set of reduction bushes and clamping wrench.
MONOforce toolholders are manufactured by D'Andrea in
their modern manufacturing plants in Italy.
TOPRUN is a high precision integral balanceable
toolholder particularly suitable for high speed
machining. Concentricity between the taper and the tool
seat is always lower than 3 µm. The advantages derived
from using TOPRUN are:
• precision and improved surface finish
accuracy
• considerable extension of the tool
and spindle life
• reduction in noise level and
vibrations
• costs and time
decrease
The toolholder line includes:
collect chucks holder,
Weldon and Whistle Notch
holders, face mill holders,
force ultra-tight toolholders.
AUTORADIAL offers a
range of facing heads
with automatic feed and a
rapid return of the tool slide
without having to stop or
reverse the spindle of

the machine tool.

The advantages are:
• automatic working feed of the tool slide
• rapid return of the tool slide
• reset of the automatic feed
AUTORADIAL heads are applicable on machining
centres and on NC machines, without the need of any
electronic interface. They automatically execute a
working cycle of advance and return.
They automatically execute a working cycle of
facing and record spiral cutting on valve body
grooving both on ID or OD. The heads are produced
in three models: AR100, AR125 and AR160
and are supplied with one feed rate
gear. A total of six different and
interchangeable feed rate gears are
available upon request.
SENSITIV T-TA offers a range of
facing and boring heads with
manual and automatic feed. Easy
to handle, flexibility of use and high
precision in machining are the
strongest points of the SENSITIV T-TA,
which operate without having to
stop the spindle of the machine
tool. These heads can be used
on milling machines, boring
machines, jig boring machines track and radial
drills.
SENSITIV T-TA performs external facing,
back-facing, cylindrical and taper boring and internal
and external grooving.
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Four models
are available:
T100 with manual
feed, TA120,
TA170 and
TA220, with
two automatic
feeds and a
rapid return.
TA Center
NC boring
and facing
heads for
machining
centres and
special
machines are
made to be
used on
automatic
tool changers,
therefore on
essentially all machining centres.
A U-DRIVE unit commands the feed control of the tool
slide and the tool placement even during rotation. This unit
is managed directly by an axle called "U" by the CNC of the
machining centre.
Organised in this way, the machining centre is the
solution to a series of different processes like inner and
outer turning operations, grooves, conical and variable
boring, concave and convex radius machining, cylindrical
and conical threading, complex profiles, etc.
MONOd' is a new line of monobloc toolholders by
D'Andrea, which has been designed in addition to the
worldwide well known Modulhard'Andrea and Toprun
toolholder systems.
Entirely produced by D'Andrea, the complete MONOd'
range is guaranteed by design, and manufacturing sales
procedures according ISO 9001 standard.
MONOd' line represents the perfect solution for all
machine tool equipment: it guarantees users the
advantages of excellent quality and a remarkable level of
precision, while maintaining a highly competitive price.
MONOd', available in HSK 63, DIN 69871, MAS-BT and
CAT spindle versions, size ISO 40 and 50, comprises ER
collet chuck holders, WD Weldon toolholders, PF mill
holders, CM morse taper toolholders and MS tapping
toolholders. The entire program ISO 40 and 50 is built in
the AD B version.
D'ANDREA has been developing advanced technology
solutions since 1951 and has been keeping pace with the
modern demands of the mechanical industry. The entire
D'ANDREA production, engineering, manufacturing and sales
procedures are in compliance with ISO 9001 standards.
Multitrade Distributors: The company provides
machining / production tooling requirements for the
metalworking industry and are agents for international
manufacturers Mitsubishi Materials cutting tools,
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

Eastern Cape to launch
auto sector cluster in March

T

he Eastern Cape will launch a provincial automotive
industry cluster in March, with the aim of improving and
sustaining the competitiveness of the region as a vehicle
manufacturing hub.
The Eastern Cape hosts several automotive component
producers, as well as the Mercedes-Benz, General Motors and
Volkswagen assembly plants.
The cluster will be a partnership between these assemblers,
component suppliers, trade unions and government and will be
tasked to drive appropriate programmes to address the
challenges facing the sector in the province.
A three-day planning forum in January yielded an initial
agenda for the cluster, and identified logistics, skills
development, research and development, innovation,
automotive tooling, as well as component supplier development
and parts localisation as focus areas.
Key competitive challenges for the Eastern Cape relate
primarily to the position of the South African automotive sector
within the global auto value chain and its distance from key
production sites and markets, says Eastern Cape economic
development, environment and tourism MEC Mcebisi Jonas.

10 METALWORKING NEWS

V 1 1. 1

March 2012

The Eastern Cape also remains on the periphery of the
South African economy, he adds.
This shows in the province's logistics system which has not
sufficiently addressed connectivity of the region to the national
economy and which continues to constrain local efforts to
improve competitiveness, as well as attract local investment.
This connectivity is critical for the fortunes of the entire
Eastern Cape economy - not only the automotive sector, says
Jonas.
The reality is also that South Africa's automotive sector
currently operates outside of the key global automotive sector
markets, accounting for just over 0.5% of global production
volumes, he notes.
Local, regional and continental vehicle demand is currently
also insufficient to create competitive economies of scale
within the local automotive sector.
This is then also reflected in fairly low levels of local parts
content relative to the major automotive economies in the
world.
The local industry is also at a disadvantage in terms of cost
competitiveness.

Halberg Guss South Africa
renamed Autocast South Africa

I

n a statement made on the company's
website in December 2011 it was
announced that the shareholding of the
company has been formally secured by
Standard Bank, which now owns 100% of
the South African company. As part of the
new era for the company, it has been
decided to implement a name change to
signal this. The company will continue
trading as the same legal entity, but will
be renamed Autocast South Africa
German-based foundry company,
Halberg Guss GmbH acquired all shares
of the Murray & Roberts Foundries in
June 2007 and renamed the company
Halberg Guss South Africa. However
Halberg Guss GmbH hit hard times and
was rescued from liquidation in May 2011
by the Netherlands investment company
HTP Group and renamed the Neue
Halberg-Guss GmbH.
Although the South African operation
continued to trade the HTP Group has
decided not to include it in its portfolio.
"We are very excited about the
developments and the future of the
South African operation being secured,"
said Bernard Brussow, a Group Executive.
"Plans to implement this, to also
appoint a new board of directors and to
establish our technical alliances are
under way. We are very encouraged by
the faith that the new shareholder and
our customers have placed in the
company. This now gives the company
the platform from which to rebuild its
order book and its presence in the
automotive industry in South Africa and
abroad," Brussow continued.
"We would like to also use this
opportunity to thank our customers who
have loyally stood by us during the
difficulties experienced as a result of the
financial woes of the former parent
company. Your continued support has
been immensely valuable not only to the
company but also to the local automotive
industry supply base, industry peers and
very importantly, the employees who form
the very critical skills base so that we can
serve our customers," continued
Brussow.
The Group is mainly involved in the
production of automotive cast iron and
aluminium power train components,
including engine blocks, bearing caps,
crankshafts, heads, manifolds, catalytic
converter flanges and associated exhaust
components.
The Port Elizabeth plant's material

competences include SG‚ SiMo and
Grey iron with a total annual melting
capacity of 75 000 tons.
The plant in Brits‚ built in 1977,
produces castings in grey iron with an
annual capacity in grey iron of
54 000 tons.
The Greenfield aluminium operation
was first established in 1991 to produce
castings for Volkswagen and Audi and
subsequently another greenfield
operation was established during 2002,
in order to be a key-supplier to Ford for
the cylinder heads project.
The Foundries Engineering Centre
(FEC) unit, one of the four divisions within
the South African Group, was set up
initially as a small tool room to
manufacture and repair tooling for the
Groups' internal requirements in 1991.
However it became clear in the early
2000's that a tool room needs to offer a
turnkey solution if it wanted to offer a
service to the foundry industry in general
and, be effective. Now the FEC can offer
design, including part optimisation and
analysis, casting simulation, tooling
design and process design with runner
systems. Coupled with the tool
manufacturing capabilities, the FEC offers
a unique service to foundries and the
industry here in South Africa, as well as
internationally.
All facilities are environmentally and
quality rated ISO 14001, VDA 6 and
TS 16949.
"In order to capitalise on market
opportunities the South African operation
went through an extensive redefining
exercise to ensure global competitiveness
and world-class quality products last
year," said Brussow.
"However the cost of energy in South
Africa remains one of the single biggest
challenges for our industry locally. The
future of the foundry industry is linked to
the cost of available competitive energy
prices and sources," said David Mertens
a Director of the company.
"In line with this restructuring the
Foundries Group has adopted a strategy
of focusing on customer needs, core
competencies and technological
advancement. In addition, focused
manufacturing centres of excellence
have been created encompassing specific
products and competencies," continued
Mertens.
For further details contact Autocast
South Africa on TEL: 041 402 8800
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The acquisition of a Samsung PL 45 turning centre, an investment that marked the company's first foray
into larger workpiece CNC machining. The machine has been supplied by Samsung Machine Tools SA

Large turning investment
takes North Reef Engineering
to new lengths

N

orth Reef Engineering, an East Rand based company
has been investing in CNC equipment since 1978
when the company purchased its first CNC machine.
Since then the family run company has continued to invest
in more CNC machines that has benefited the business
in terms of quality, flexibility and reducing turnaround times.
The latest example is the acquisition of a Samsung
PL 45 turning centre, an investment that marked the
company's first foray into larger workpiece CNC machining.
Since installation in December 2011, the machine has not
only helped the company transform its production time on
shaft work that had previously been done on a conventional
machine, but will also help facilitate its expansion into
new markets.
Operations Director John Anjinho, who is the brother of
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founder Manny Anjinho and has been with the company since
leaving school 37 years ago, says the machine was specifically
purchased to reduce the production time on shafts that they
manufacture for an OEM manufacturer of processing machines
used for the recovery of mineral ore.
"We were taking over five hours to perform the operations
that needed to be done on the shaft on our conventional
machines. This has now been reduced to one hour. An
enormous amount of time saved that now allows us to
machine the large flanges that are welded onto the shaft on
the same machine."
"Because we also do the assembly of the shafts, which
includes welding on the flange and a housing which we also
machine, the predicament that we now have is that we have a
bottle neck in the welding department. The machine has been 

in the daily running of the business. Today the company
is managed by John and Manny's son, Chico, who is the
Managing Director.
Presently 70 percent of North Reef Engineering's
business is still in mining spares and equipment. The
company has manufactured all forms of equipment for the
crushing and mining segment, and has specialised during
the past 12 years, in the manufacture of certain varieties
of chain.
North Reef Engineering is also the sole manufacturer
of bearing assemblies for one of the premiere OEM
(original equipment manufacturer) suppliers. In addition
the company produces and reconditions various forms
of machinery utilised in several segments of the industry.
The remaining 30 percent of their work is variable
and includes parts and spares for the military and
petrochemical industry. They manufacture their own paving
breakerbas well.
The company is fully equipped with a variety of
conventional
and CNC
machines and
has the
ability to
complete a
large variety
of work. It
has a fully
equipped
North Reef Engineering carries out the
inspection
assembly of shafts, which includes welding on the
department
flange and a housing which they machine
with a full time
inspector.
saving us so much time that we are going to have to
EdgeCAM was
The new Samsung machine has helped the company
look at a solution that might include robot welding."
decided upon
transform its production time on shaft work that had
"However it does offer us the opportunity to look
as the
previously been done on a conventional machine
for other work that requires machining of large
software of
components. The machine has a swing of 775 mm, a
choice for
between centre length of 3 055 mm and a machining
programming of the CNC machines. The part modeler s
diameter 690 mm. It comes with live tooling and a hydraulic
oftware module has recently been added, allowing
steady, two options that I won't do without in the future.
electronic drawings from our customers to be easily
The torque tube design to minimize bending and twisting,
converted into CNC programmes. A big saving in programming
integrated box ways and weighing in at 17 tons means it is
time.
a very sturdy machine designed for long-term rigidity and
North Reef Engineering mainly supplies OEM companies,
heavy-duty machining."
and is essentially a jobbing engineering company that has
North Reef Engineering (Pty) Ltd is a 43 year old family
both production and fabrication capabilities.
business established in 1969 to supply mining components
For more information contact North Reef Engineering (Pty)
to EL Bateman. The founding members are no longer involved
Ltd on TEL: 011 974 1961

The company is now able to machine larger castings.
These castings were being imported from China but are now
being sourced locally because of quality problems
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A view of the company's
CNC shopfloor

B

MW South Africa plans to introduce a third shift at its
production plant in Rosslyn by the end of this year,
increasing the installed production capacity of the plant
to more than 90 000 units and creating 600 new jobs.
Frank-Peter Arndt, member of the BMW AG board of
management responsible for production, said this would
more than double BMW exports from South Africa.
Arndt was speaking at a function at the plant to
commemorate the start of production of the new
BMW 3-Series after investing R2.2 billion to further
upgrade the facility.
Bodo Donauer, managing director of BMW SA, said the
majority of its R2.2 billion investment would qualify for the
Automotive Incentive Scheme (AIS) of the new Automotive
Production and Development Programme (APDP).
The investment incentive under the AIS is 20 percent
and is tied to performance criteria, including volume growth,
employment growth, new technology and localisation, with
an additional incentive of 10 percent tied to development
performance.
Donauer said the new 3-Series would be launched in
South Africa on March 17 and production would be slowly
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ramped up to ensure the production process was stable.
He said the majority of the cars it produced would be
exported to the US and Canada, Japan, Australia, New
Zealand, Singapore, Hong Kong and Korea.
The additional volumes produced once the Rosslyn plant
moved to a three-shift operation would go to these same
markets.
Donauer said there were no signs the global economic
uncertainty had affected demand for the new 3-Series but
BMW SA had a huge export area to cover, which meant one
could balance another if there was a problem.
Apart from South Africa, the new 3-Series will only be
produced at three other plants worldwide - Munich and
Regensburg in Germany, and in China.
Ebrahim Patel, the economic development minister,
said the launch of the new BMW 3-Series and R2.2 billion
investment was a private sector vote of confidence in the
South African economy.
Patel said the investment and jobs created would expand
Tshwane's position as the largest auto manufacturing centre
in the country with more than 200 suppliers and a
concentration of original equipment manufacturers (OEMs)
in the city.
He said the auto sector was an engine of growth,
accounting for about 10 percent of South African
manufactured exports and 5 percent of total exports.
"To sustain and facilitate growth in exports, the South
African government will over the coming years strengthen the
logistics and transport corridor between South Africa's main
industrial hubs to improve access to ports and export facilities.
"The resultant infrastructure will reduce transport and
logistical costs to BMW and other manufacturers, making
South Africa a more competitive investment destination,"
he said.
BMW SA exports about 85 percent of the cars it
manufactures. The plant's current capacity stood at
55 000 units a year. This was likely to exceed 90 000 units
annually with the new investment.

Prasa's study for R11 billion
locomotive plan nears completion

T

he state-owned Passenger Rail Agency of SA (Prasa),
operator of commuter rail service Metrorail, is working to
complete a study paving the way for the company to
spend R11 billion on new locomotives.
This programme is in addition to Prasa's plan to spend
R137 billion on new rolling stock.
In November Prasa said it was unable to fund the purchase
of new rolling stock because of its weak balance sheet and
because it could not afford private-sector financing, it would
rely on state-backed guarantees and funding.
Finance Minister Pravin Gordhan is expected to announce
details of how much would be spent on the two projects during
his budget speech.
The new trains would replace part of the ageing fleet
belonging to Shosholoza Meyl, Prasa's long-distance commuter
rail service.
Commenting on the status of the R137 billion renewal
programme, the company's fleet renewal project director,
Piet Sebola, said "We have made significant progress.
We have appointed transaction advisers to prepare the
procurement documentation and the tender procurement
process will be kick-started in March. There shouldn't be
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anything to stop the process now."
The second part of the process would be the completion of
a survey of the local industry's "capacity and capability" to
manufacture rolling stock, he said.
As part of the government's strategy to create jobs and
resuscitate the country's ailing industrial base, it is setting
minimum thresholds for a percentage of the new equipment
to be manufactured in SA. In terms of Prasa's 20-year
programme, a minimum of 65% of the rolling stock due to be
acquired should be manufactured domestically, Mr Sebola
said.
"We need to more or less know what the capacity is,
but we are doing a quick survey because it is important to see
what capacity can be provided because it is a huge investment
programme."
Securing enough skilled people was also critical to the
success of the fleet renewal programme.
"Up-skilling is a must-have and we will invest quite
significantly in engineers, artisans and technicians for this
project. SA last bought trains in the mid-'80s and for quite
a while we have lost a lot of good skills in the rail industry,"
he said.

Prasa was expected to start its market engagement
process by publishing information regarding the tenders. On
March 9 Prasa would formally issue its request for proposals
for the replacement programme, Prasa CEO Lucky Montana
announced.

stations, while others would be leased to other African
countries, which had already enquired about old rolling stock.
Montana said the new coaches would have to be energy
efficient.
Under the programme it was envisaged that a new rolling
stock factory would be set up and that a minimum of
65,000 new rail jobs to be created
65 percent of components would be locally manufactured.
Sebola said: "At least until the mid 1980s, South Africa had
A revamp of rolling stock and rail infrastructure will see the
creation of about 65,000 jobs, the
the capability and capacity to design and
build its own trains. To some extent we
Passenger Rail Authority of SA (Prasa)
“Up-skilling is a must-have lost that because of non-investment in
said on Tuesday.
South African railways for quite a while."
The programme would cost about
and we will invest quite
The renewal programme would restore
R136 billion, manager of the project
significantly in engineers, that capability.
Piet Sebola said in Pretoria.
Montana said it was not yet certain
On the renewal of rolling stock,
artisans and technicians for
which was expected to cost R126 billion,
where the new rolling stock manufacturing
this project. SA last bought facility would be established, but that
Sebola said an agreement had been
several municipalities across the country
reached with the Treasury on how the
trains in the mid-'80s and
had expressed interest.
programme would be funded.
for quite a while we have
The modernisation of the rolling stock
Details of the funding structure
lost a lot of good skills in
and infrastructure would result in faster
were expected to be released next
week when Finance Minister Pravin
train times, with commuter trains travelling
the rail industry.”
between Johannesburg and Pretoria in
Gordhan presented his 2012 budget.
under an hour.
Sebola and Prasa CEO Lucky
He did not view the improvements as competition with the
Montana were adamant that they had secured the funding,
Gautrain, but hoped for greater integration between bus
which would see 7200 coaches delivered between 2015 and
networks and commuter rail networks, including the Gautrain.
2035.
Sebola said the current narrow rail gauge - known as the
Montana said some of Prasa's rolling stock were built more
Cape gauge - would be kept and upgraded and it was hoped
than half a century ago and desperately needed to be replaced
trains would reach speeds of up to 120km/h.
with more efficient coaches and locomotives.
Most of the proposed rolling stock would be distributed.
Some coaches would become museum pieces at railway
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Offset programme reviewed
The Department of Trade and Industry is undertaking a major review
of its national industrial participation programme (NIPP),
which obliges contractors supplying goods to the state valued at $10 million
or more to invest in the local economy.

S

ince 1998 the bulk of these obligations related
to the multibillion-rand strategic arms procurement
package. Critics of the NIPP scheme cast doubt on
whether the arms suppliers fulfilled their obligations but
the department has always been emphatic that they did
do so.
Democratic Alliance defence spokesman David Maynier
called the offset programme "a monstrous political fraud".
He said he had documentary evidence that an
arms-deal supplier obligated for offsets worth 3 billion Euro
had fulfilled only 63 million Euro.
Nimrod Zalk, the department's deputy director-general
for industrial development, told Parliament's trade and
industry committee the policy review of the programme was
almost complete and a project performance review would
be undertaken in the 2012-13 financial year. This review
would involve examining each project to determine whether
the obligations had been fulfilled and how successful they
were. Remedial action would be taken if discrepancies
were found.
Mr Zalk told Business Day the government wanted to
amend the scheme to ensure obligations were discharged
in the sector that the contract related to. The absence of
this requirement was one of the weaknesses of the NIPP.
Monitoring and evaluation would also be strengthened.
In his briefing to MPs, Mr Zalk said only 12% of the
estimated R900 billion in capital expenditure between
1998 and 2009 had been subject to the NIPP. "Since the
NIPP has been the predominant policy tool for leveraging
public procurement, the vast majority of public capital
expenditure over recent years has not been subject to any
public procurement lever," Mr Zalk said. He said that since
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the programme began in 1996, obligations valued at
$16,5 billion had been monitored. Of these 80% related
to the arms deal. More than 220 projects had been
implemented by suppliers in compliance with
NIPP obligations, 21 393 jobs created, and $11,5 billion
in export credits and $21,4 billion in investment credits
achieved.
Mr Zalk told MPs the industrial policy action plan's next
round, to be launched in April, would include new sectors,
among them the green and agro industries, and the metal
fabrication, transport and capital equipment sector.
In green industries, the aim was to achieve local
content for renewable energy equipment. Incentives would
be given to lure new entrants into component manufacture.
In the agro-industry sector, state interventions in food
processing, beverages and confectionery would be scaled
up and focus given to import substitution for soya bean
and processed food products, and furniture.
The manufacturing competitiveness enhancement
programme, which will receive funds in the 2012-13
budget, would be used to build the capacity of the
metal fabrication, transport and capital equipment
sector.
Mr Zalk believed the industrial policy action plan had
been a success. The strategy and incentives for the
automotive industry had attracted major investments, and
the programme for the clothing, textile and leather industry
had helped stabilise employment. Business process
outsourcing had benefited from incentives.
The incentive in section 12 of the Income Tax Act
had so far supported large manufacturing investments
worth R7 billion.

EU drops South African
steel cable and rope levy
The European Union said the special levy imposed on
South African steel cables and ropes would be officially lifted in February.

T

he European Union has said it would drop a special
levy imposed on South African steel cables and ropes,
but the 13-year-old tariff would remain in place on
cables imported from China and the Ukraine, according to
a report in Business Day.
In a statement on its trade website, the EU said
Chinese and Ukrainian exporters had significant spare
capacity that could pose an additional threat to
European producers, including ArcelorMittal plants in
France.
The rates are 60,4% for China and 51,8% for the
Ukraine, while the duty on South African steel ropes was
slightly lower at 38,6%.
Scaw Metals, the global maker of steel products, is
regarded by the EU as having limited spare capacity and
less of a threat to its internal producers.

European plants producing steel ropes and cables are
found in France, Britain, Germany, Greece, Denmark,
Poland, the Czech Republic, Romania, Italy and Bulgaria.
In 2010, the EU said it would reconsider its levies,
which were first introduced in 1999 and have been
renewed every five years. The previous change to a levy
was in 2010, when India's 30% was dropped.
The decision to allow South African steel ropes and
cables to compete in the region will be given the official
go-ahead after the ruling is published in the EU's official
journal in mid-February.
Scaw Metal's international assets were previously
owned by Anglo American. The conglomerate sold the
international assets including Molycop and AltaSteel to
Australian steel manufacturer OneSteel in January 2011
for $1,076 million.
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W

hile others have sat on the sidelines praying for
a miracle during the recent slowdown,
24-hour steel working service centre Pegasus Steel
has invested in new equipment, refocused its marketing
efforts, and tackled other projects to better prepare itself
for the future.
Last year a new Messer CNC controlled OmniMat 5000
oxy-gas cutting machine was installed at the company and
this was followed shortly afterwards with a new DAVI plate
roller being installed.
Now Pegasus Steel has taken delivery of a Trumpf 5kW
laser cutter with a 6m x 2m cutting bed, which takes its

The new TruLaser 5060 allows Pegasus to cut
carbon steel sheets up to 25 mm, stainless steel sheets up to 20 mm
and aluminium sheets up to 12 mm
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Trumpf laser cutting machine tally to three. The new
TruLaser 5060 allows Pegasus to cut carbon steel sheets
up to 25 mm, stainless steel sheets up to 20 mm
and aluminium sheets up to 12 mm.
According to Alex Russell, joint owner of Pegasus Steel,
the acquisition of this machine completes a major
investment programme during the past year to improve
the company's metal cutting and plate rolling capabilities
and being able to offer a service to cut thicker material.
"The increase in capacity and efficiency provided by the
investments is seen as necessary in order for Pegasus to
offer existing and new customers a high quality, accurate
and cost effective manufacturing capability," continued
Russell.
"Although we have not been immune to a bit of a
slowdown in the last year the investment has seen us
attract new clients that we were not able to accommodate
in the past. Subsequently business has improved
dramatically and we started to run out of capacity.
Fortunately we had the foresight to address the situation
and now we are in a position to offer faster delivery times."
"Deliveries of finished components will also be
improved with a new 28 ton horse and trailer added
to our fleet of delivery vehicles. This takes the number up
to 10."
Pegasus Steel is a one-stop 24-hour steel working
service centre capable of processing more than 2 500 tons
of steel per month and specialising in CNC laser cutting,
high definition plasma cutting, CNC bending, CNC oxyfuel
cutting, CNC punching, guillotine cutting, rolling and
fabrication.

“Although we have not been immune to a bit of a slowdown in the last year the
investment has seen us attract new clients that we were not able to accommodate
in the past. Subsequently business has improved dramatically and we started to
run out of capacity. Fortunately we had the foresight to address the situation
and now we are in a position to offer faster delivery times.”
Far left: Pegasus Steel has taken delivery of a Trumpf 5kW laser cutter with a 6m x 2m cutting bed, which takes its
Trumpf laser cutting machine tally to three. The machine was supplied by Retecon Machine Tools

Established in 1995
by Tony Deering and
Alex Russell, Pegasus
Steel offers professional
steel processing
services, working with
sheet and plate in
carbon steel, stainless
steel and aluminium.
Sophisticated
precision-calibrated
cutting and forming
technology is utilised
for large-format to
small-format projects,
and everywhere in
between.
The 6 800 m²
factory area of
Pegasus Steel houses
two 5kW laser cutter
with a 6m x 2m cutting
bed, a 6kW laser cutter
with a 3m x 1.5m
cutting bed, three
Messer OmniMat
high-definition plasma
cutters, two dry plasma
cutters, six Oxyfuel
profile cutters, a
CNC punch press,
four CNC press brakes,
two conventional press
brakes, two NC saws
and four plate rolls.
Pegasus Steel's full
in-house CAD facilities
are available to assist
customers with
drawings, or to
nest items to ensure
cost-efficiency. The
ability to rotate the
part or assembly to
any angle and zoom
in on even the most
minute detail assures
correct results first time,
every time. Pegasus
makes use of
SigmaNEST.
For further details
contact Pegasus Steel
on TEL: 011 842 0900
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Mercedes-Benz SA
drives component supplier initiative
Focus on localisation and supplier competitiveness.

F

through their own production optimisation, relevant plant and
ollowing the unique component supplier initiative which
equipment upgrades, investments and expansion and most
Mercedes-Benz South Africa (MBSA) introduced last year,
importantly, employee training."
in collaboration with the Department of Trade and Industry
The Minister of the Department of Trade and Industry,
(DTI) and the East London Industrial Development Zone
Rob Davies, publicly expressed support for the initiative at the
(ELIDZ), MBSA held discussions with a large contingent of its
introduction of the programme last year and pledged the
component suppliers to discuss the prerequisites for continued
South African government's commitment to finding optimum
and sustainable future operations at its plant in East London.
solutions within the scope of the existing and future legislative
The programme aims to encourage further local growth in
framework for a significant strengthening of the automotive
the component supply chain and to openly debate the various
industry in South Africa.
challenges facing the industry. "We wish to achieve a larger
"This initiative, spearheaded by MBSA, has a two goal
measure of localisation and improved competitiveness in this
approach. One aim is to encourage the expansion of
important part of the SA auto industry. The auto manufacturers,
component suppliers already based in South Africa" explained
in partnership with component suppliers, need sustained
the MBSA host at the supplier engagement, Arno van der
growth. Together we are a key contributor in the manufacturing
Merwe, Vice-president at MBSA
sector and to the economy
responsible for manufacturing.
as a whole," says MBSA
"The second aim is to encourage
President and CEO,
other global component suppliers
Dr Martin Zimmermann.
not yet producing in South Africa to
According to NAAMSA
join our industry, either through
(National Association of
joint ventures or new
Automobile Manufacturers
establishments here and so bring
of South Africa) the
with them their access to global
automotive industry
research and development, and
contributes in excess of 6%
innovative technologies. The
annually to the country's
Mercedes-Benz plant in East London
GDP and is responsible for
follows exceptionally good global
well over 28,000 jobs.
processes and standards outlined
Following the
in the Mercedes-Benz production
announcement by
MBSA VP Manufacturing, Arno van der Merwe and
system for all Mercedes-Benz
Daimler AG, MBSA's parent
Dr Klaus Zehender, Procurement Mercedes-Benz Cars and Vans
passenger cars plants worldwide,"
company, in December
added Van der Merwe.
2010 to invest a sizeable
With the next-generation Mercedes-Benz C-Class, more
R2 billion into the local plant for the production of the
than a dozen new technologies will come to South Africa in the
next-generation Mercedes-Benz C-Class, the South African
car and production processes. More investors and new
group has engaged extensively with various interest groups,
suppliers, all with the latest technologies, are expected to
including all its suppliers, the DTI and the ELIDZ, to find ways
strengthen the entire automotive value chain.
of enhancing the local industry's global competitiveness, and in
At the Mercedes-Benz East London plant, preparations for
attracting more international component manufacturers to
the next-generation C-Class, to be launched in 2014, will
invest in SA, establish large-scale production here and thus
continue throughout 2012 and 2013. In line with progress of
contribute to create more jobs and a wider industry infrastructure.
equipment installations featuring some of the very latest
"Production of the next-generation Mercedes-Benz C-Class, to
manufacturing technology available, there is a special focus on
be launched in 2014, provides very interesting opportunities
training programmes to meet additional demand for skilled job
both for MBSA as well as for our suppliers," explains
categories such as technicians and equipment specialists.
Dr Zimmermann. "Last year our plant produced over 54,000
Dr Zimmermann concludes, "With the pledged support of
C-Class vehicles. This production was complemented by an
the South African Government, MBSA plans to make optimum
expanding manufacture and assembly facility for Mercedes-Benz
use of the South African regulatory environment and leverage
trucks and bus chassis, and Freightliner and FUSO trucks."
the advantages presented through the Government's Industrial
Dr Klaus Zehender, responsible for Procurement
Policy Action Programme (IPAP), as well as the Automotive
Mercedes-Benz Cars and Vans at Daimler AG in Germany
Investment Scheme (AIS) and the future Automotive Production
addressed the delegation, saying: "MBSA's commitment to a
Development Programme (APDP)."
future business and production plan that is competitive globally
MBSA aims to remain at the forefront of local automotive
was crucial in Daimler AG's decision to extend production
growth and this initiative provides a mechanism for
activities in South Africa. Following this it is now vital that all
sustainable engagement between government, and
component suppliers based in South Africa seek out every
international and local interests.
opportunity to further improve their competitive position, either

24 METALWORKING NEWS

V 1 1. 1

March 2012

Big move strengthens growth of
South Africa's premier aerospace hub

D

enel Saab Aerostructures (DSA) is consolidating
its operations in a move that will improve efficiency
and cut costs significantly at the aerospace
manufacturer.
The move will see the company's entire operations
brought under one roof, says the Chief Executive of DSA,
Ismail Dockrat. This includes the design, manufacturing
and assembly of critical parts for the Airbus A400M
- the world's most advanced military transport plane.
Dockrat says DSA is currently at the core of the
country's largest aerospace and aviation cluster located
next to OR Tambo International, Africa's largest and
busiest airport. This hub has already attracted other large
companies in the aviation sector as well as a growing
number of small businesses who act as suppliers and
subcontractors.
OR Tambo will also be the focal point of one of the
Special Economic Zones that is being established to
advance government's strategic objectives of
industrialisation, regional development and job creation.
"In addition, Ekurhuleni's strategic plans to develop an
Aerotropolis around the airport will provide momentum to
the growth of the aerospace sector, which has been
singled out by government for its ability to provide the
country with long-term advanced manufacturing
capabilities," says Dockrat.
"The move demonstrates our faith in the long-term
future of the company and strengthens the region's
position as South Africa's premier aviation cluster."

DSA delivers sub and main assemblies of
metallic and composite materials to leading world standards
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More than 60 small and medium enterprises have
already been established on the campus, many of them
as suppliers and subcontractors to the four major
companies - including DSA - who are the anchor tenants.
The space vacated by DSA might also attract existing or
new players in the industry.
Dockrat says the reduction in occupied space will result
in annual savings to the company of more than R20 million
per year and the costs of the move will be offset within
24 months.
"It brings us in line with global best practice and
strengthens DSA's position as a cost-effective supplier in a
highly competitive industry."
"By cutting down on our production costs and
streamlining the workflow the consolidation will
contribute to the long-term sustainability of the company,"
he says.
Sections of the company are currently located
in various buildings on the sprawling campus. The move,
to be completed by the end of 2012, will bring the
entire operation, from design to final assembly, into
one location. It will reduce in half the space occupied by
the company - from 50 000 square metres to 25 000 m².
The move will also strengthen the high-performance
culture in the company and enable it to compete
successfully in a competitive global environment. "We
will now have one company, with one vision, working
together in one building," says Dockrat.
DSA is one of a select few manufacturers, outside of
Europe, responsible for the design and manufacturing of
critical parts fitted to the versatile Airbus A400M. This
includes the "Wing to Fuselage Fairing" that protects the
aircraft's sensitive equipment against lightning strikes,
and bird strikes and the "Top Shells" which are positioned
in front of, and behind the wings where it is joined to the
fuselage.
The parts which are vital to the aircraft's flight
performance and safety have been designed from
scratch by DSA's engineers according to the
manufacturer's specifications. The manufacturing involves
cutting-edge engineering processes including high-speed
machining, heat treatment, structural testing and stress
analysis.
One of the biggest challenges of the relocation is
to maintain full production schedules that meet the
requirements of the client. Production deadlines are
critical to the success and viability of a multinational
manufacturing process and DSA will not keep the
production of the airlifter waiting.
To compensate for the fact that large pieces of
machinery have to be moved from one location to
another the company is adjusting its production schedules
to ensure uninterrupted delivery of the final product.
The movement of production processes also requires
the recalibration of machinery and tools, the
re-industrialization of processes and in some cases
requalification of equipment and processes to meet the
exacting standards of the client in an industry where
quality is vital to flight safety.

Budget 2012 - R700 million injection for Denel
State-owned arms company Denel will receive a
much-needed R700 million injection for its ailing
aerostructure wing, Finance Minister Pravin Gordhan
announced in his recent Budget 2012 speech.
The recapitalisation of Denel Saab Aerostructures
(DSA) would take effect in the new financial year
(2012/13), he said.
DSA is a designer and manufacturer of complex
metallic and composite plane parts for the military
and commercial
aviation sector.
In a press briefing
late last year,
Public Enterprises
Minister Malusi
Gigaba said
DSA was the major
contributor to
Denel's losses,
incurring a
R237 million loss
in 2010/11.
Gigaba tasked
newly-appointed group
CEO Riaz Saloojee in
November with
concluding the
process of turning
around DSA.
Gordhan also
announced the
allocation of
R350 million to
mining parastatal
Alexkor, which mines
diamonds on land
and under water in
the Alexander Bay
area of the
Northern Cape.
According to the
2012 Estimates of
National Expenditure
tabled by Gordhan in
the Budget speech,
the R350 million
"is earmarked for
transfer to Alexkor to
settle any outstanding
unfunded obligations
under the
Alexkor/Richtersveld
community deed of
settlement, including
the tax obligation of
R69.9 million".
Following a 2007
settlement with the
Richtersveld community,
the company's land
mining rights were
transferred to the
Richtersveld
Mining Company
(RMC) in March 2011.
RMC and Alexkor

formed a joint venture in which Alexkor holds a 51%
stake.
The document says pumping capital into both
Denel and Alexkor will dramatically push up the
Public Enterprises department's spending in the coming
financial year.
The department was expected to spend
R1.25 billion in 2012/2013, compared to R353.3 million
in 2011/2012.
This would drop back down to about R200 million
leading up to 2015.
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Renamed DCD sheds last vestige
of Dorbyl connection
Engineering group emphasises job creation as it positions itself
for local content opportunities.

W

hat's in a name? Plenty! Especially when it refers to a
listed South African engineering brand that in 2001
turned over R4,6 billion, that was stripped of assets in
controversial circumstances, turned over R962 million in 2007,
then saw R72 million in turnover last year writes Mark Allix,
Business Day.
And especially when it once was the parent of an unlisted
entity made up of the bulk of its assets that were split off in
2001, and have since been confused with the listed forebear.
Confusing? Yes. And that's why DCD-Dorbyl renamed itself
DCD, at a roof-wetting of its new "world-class" DCD Ringrollers
factory in Vereeniging, to once and for all separate it from its
erstwhile parent.
DCD reincarnated itself as a R3 billion company, saying it
was restructured for growth, and had nothing whatsoever to do
with JSE-listed Dorbyl.
The DCD group has four clusters, each focused on a
specific sector of heavy engineering: rail, marine, defence, and
mining and energy.

Mr King says DCD will support the government's local
content initiatives, and the new R385 million Vereeniging
facility, which will become operational in July this year, will
help it meet future requirements. Ringrollers exports more
than 50% of its goods to 42 countries. The company is
ISO 9001:2000 accredited, servicing railways, underground
mine railways, light railway and tram markets.
The new Ringrollers facility will double the group's capacity
to 30 000 tons to produce steel bands, or "tyres", which wrap
around railway wheels, and flanges and seamless steel rings
used in the petrochemicals industry and for general industrial
and energy applications.
One of these applications is the potential wind energy
market, as espoused in the government's green energy planning.
Gregor Eul, director of central purchasing for German
company Nordex Energy, says his firm is in talks with DCD to
supply 80m-tall wind-turbine masts for cleaner energy projects
it is bidding for in SA. "We want to have local content, which will
put us in a good situation." He says Nordex would import

“DCD's companies are recognised as leaders in their fields
internationally and at home. The restructure will enable us to draw
on the combined strength of the group as a whole and entrench our presence
across all of our product and regional markets.”
Rob King, MD of DCD, emphasises there is no connection
with the listed Dorbyl. "Dorbyl does not own any shares in our
company," he says.
The former DCD-Dorbyl group was formed in 2001 when
management bought out the heavy engineering division of
Dorbyl.
In 2007 Investec Bank took a 44,4% stake, with black
empowerment partner Siyahamba Engineering taking 35,1%,
and management 20,5%.
"We would like to position it away from Dorbyl - it is a very
different asset," says Vincent Langlois, who heads Investec's
principal investment team, and led the banking group in taking
the major stake in the engineering company. He says Investec
believes DCD will provide good opportunities in SA's rail, energy
and general infrastructure space.
As one of Investec's representatives on the DCD board,
Mr Langlois says the rebranding exercise was a "consultative
effort".
"The company (DCD) appointed an adviser to tell us what
market perceptions were," he says. "There has been confusion,
but we hope the clarity will be beneficial to the company."
The 37,76% black-owned group says its priority remains
job creation in SA. It says that by employing only the most
skilled engineers and process designers, group companies
such as Ringrollers are internationally accredited, with 75%
of all production sold abroad in more than 50 countries.

28 METALWORKING NEWS

V 1 1. 1

March 2012

blades and turbines.
DCD says the name change marks a complete restructuring
aimed at expanding supply to emerging markets such as China,
and niche offerings in developed economies, including the US.
It also means it can pursue local content opportunities,
including the rollout by the Passenger Rail Agency of SA (Prasa).
"Local content thresholds have added serious impetus to
projects," Mr King says. "They (Prasa) intend recapitalising the
passenger rail service and want 65% local content."
Mr King says that DCD will need cash for future expansions,
and listing on the JSE is one of the options open to the group.
The listed entity, meanwhile, languishes as a
much-diminished industrial grouping, showing a loss of
R32 million in the 12 months to September last year. Its
remaining business consists mostly of cast products for the
automotive market.
R3 billion DCD restructured for growth
Going forward DCD will operate within four clusters - Rail,
Mining & Energy, Defence and Marine. King says the recent
restructure has clarified vision and strategy and will better
exploit synergies between group companies to promote
cross-selling and expansion.
"DCD's companies are recognised as leaders in their fields
internationally and at home," he says. "The restructure will
enable us to draw on the combined strength of the group as

a whole and entrench our presence across all of our product
and regional markets."
The Rail cluster, comprising DCD Ringrollers, DCD Rolling
Stock and DCD Metpro, has long supplied the national railways,
mining houses and industry as well as a significant export
market. DCD Ringrollers, the owner of the R380 million facility
launched, celebrates its 40th year manufacturing specialist
forged steel products. An annual production capacity in the
new plant of 30 000 tons positions it to meet rising local and
international demand.
The DCD Defence cluster comprises the manufacturer of
Vehicle Mounted Mine Detectors - armoured mine detection
trucks - and the only South African company established as a
'programme of record' with the US Military. King explains that
this positions DCD Defence to supply vehicles that equip the
US Military's route-clearing capacity. The company is a
reputable supplier of mobile landmine detection vehicles and
armoured personnel carriers to peacekeeping missions
worldwide. "Over 400 Husky's have been deployed, taking over
7 000 hits with only 23 knocked out of commission as a
result," says King.
A number of the companies in the Mining & Energy cluster,
which includes DCD Heavy Engineering, DCD Venco, IWEC and
Mine Support Products (MSP), are veterans of the power
generation industry. "They have participated in the construction
of all 23 existing power stations in South Africa and are
presently supplying the new coal-fired stations Medupi and
Kusile," says King. Further, having participated in all of the
country's former nuclear programmes, the group is well
positioned for involvement in all future nuclear powerplants.

He adds that a cornerstone of success has been constant
innovation, which today sees DCD investing in I-WEC - the first
manufacturer in South Africa of wind turbines and blades.
"DCD's wind power initiative will entail the collaboration of
companies in the group, with I-WEC manufacturing the turbine
blades and completer turbines and also managing the wind
farms, DCD Ringrollers manufacturing the flanges for building
the tower sections atop one another and DCD Heavy
Engineering manufacturing the towers themselves. "The
collective effort will ensure we not only pioneer this market in
South Africa, but retain our competitive advantage in the
long-term," says King.
DCD Marine offers turnkey ship repair solutions to the
marine and oil & gas sectors across Africa. It boasts Africa's
largest shipyard situated in Cape Town, and also offers mobile
facilities for offshore services.
King points out that DCD is not only a driver of the
South African economy, but a committed participant in the
local labour market. He is adamant that profitability goals be
linked with job creation and skills development. To this end
DCD has invested R35 million to date in a Public Benefit
Organisation ("PBO") to boost the skills pool for the group and
the industry at large. "During 2011 more than 500 students
benefited from funding provided by the PBO," he says.
King is optimistic about future growth and the group's
ability to maintain above average profitability. "The restructure
has enabled DCD to expand into product support and aligned
services to seize a greater chunk of the heavy engineering
value chain." He concludes that the group is now positioned
to compete effectively with listed peers.
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Aeroswift project
to set up titanium beneficiation
Project Aeroswift, an initiative of the Council for Scientific and
Industrial Research (CSIR), would seed a new sector in titanium beneficiation
and push South Africa to the forefront of aerospace manufacturing,
the council's CEO, Sibusiso Sibisi, announced.

T

he CSIR and its industry partners - the Department of
Science and Technology (DST), National Research
Foundation (NRF), Aerospace Industry Support Initiative
(AISI) and Aerosud - launched a multimillion-rand Additive
Manufacturing platform.
This dual launch took place at the CSIR National Laser
Centre and at Aerosud Innovation and Training centre (Phase II)
(ITC-2) located at Centurion Aerospace Village (CAV).
CSIR's multimillion additive manufacturing platform
a boost for industry
The CSIR in collaboration with Aerosud tabled a funding
proposal to the DST to support the development of a high
speed large area additive manufacturing (HSLA-AM) technology
platform.
The DST approved the funding proposal and allocated
R28 million to the CSIR and as part of this, the CSIR had to
invest in a specialised laser source to the value of R10 million.
The laser, which is part of the HSLA-AM system, has now
arrived.
The breakthrough is that the CSIR NLC has already, in its
proof of concept trials, achieved production speeds 8.3 times
greater than currently available commercial selective laser
melting machines. The proof of concept trials involved the
production of small parts, no longer than 500 mm. With
Aeroswift, the aim is to produce parts as big as 2 m x 0.5 m.
"The significance of this can hardly be exaggerated," said
Deputy Science and Technology Minister Derek Hanekom.
"There's a huge opportunity here."
A key part of Aeroswift is the NLC's brand new 5 kW IPG
single-fibre diode laser, that will form the heart of the new,
pilot plant, laser additive manufacturing unit. "Now that we
have the laser, we can develop the components that will go
with it. We're going to build our own additive manufacturing
system around our new laser. This is all designed, but needs to
be constructed and tested," said CSIR National Laser materials
and processing competency area manager Prof Federico
Sciammarella.
Sciammarella, says: "This system will be the first of its kind
in the world as it will be able to build parts with an envelope of
2 x ½ metres; this is critical when making components for the
aerospace industry that require precision and high quality."
He adds: "This system will place South Africa on the
forefront of additive manufacturing technology and enable the
aerospace industry to produce parts for the global community."
In addition to this, CSIR also secured grants from NRF and
the dti's AISI to invest in a research and development (R&D)
facility to focus on powder blown Laser Metals Deposition
additive manufacturing technology, or the Laser Engineered
Net Shaping (LENS) technology. This piece of R&D equipment
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was procured from suppliers in United States and is being
installed at NLC's laboratories.
The launch culminated in the unveiling of the LENS. The
LENS technology offers the opportunity to create 3-D parts
without the need of any specialised tooling. It also has the
capability to refurbish components.
Refurbishment of industrial components is particularly
important in the South African context. South Africa's
manufacturing industry relies on imported equipment and
critical spares have to be kept in stock or be imported from
overseas. Where high value parts are involved, manufacturing
companies have to choose between expensive spare part
inventories or the possible loss of production due to downtime
while spare parts are being imported. The LENS offers the
ability for companies to avoid those scenarios buy rebuilding
their existing parts.
The Additive Manufacturing technology platform established
at CSIR National Laser Centre is geared to support the strong
partnerships that have been established by the Centre and its
industry partners, specifically Aerosud. Through the technology
platform, it is envisaged that South Africa will accelerate the
beneficiation of local resources such as Titanium, which is of
critical importance for the Aerospace industry.
A key part of Aeroswift is the NLC's brand new 5 kW IPG
single-fibre diode laser, that will form the heart of the new,
pilot plant, laser additive manufacturing unit. "Now that we
have the laser, we can develop the components that will go
with it. We're going to build our own additive manufacturing
system around our new laser. This is all designed, but needs to be
constructed and tested," said CSIR National Laser materials and
processing competency area manager Dr Federico Sciammarella.
The NLC hopes to have the complete system assembled
and tested by the end of 2012 or in early 2013, at which point
it will be dismantled and transferred to Aerosud's new
Innovation and Training Centre 2 at the Centurion Aerospace
Village, where it will be reassembled and operated.
"We are looking for serious cooperation with OEMs [original
equipment manufacturers - the major global aerospace
companies] to be supplying us with target parts," explained
Aerosud GM Dr Paul Potgieter.
"That's what is happening. We're working with the OEMs to
develop process qualification. This will probably take three
years. Process qualification on new technology like this isn't
easy, nor a trivial exercise. The new system will be operational
here in 2013 as a pilot plant. Then it will take another year or
two for actual process development and qualification approval.
We hope to start full-scale production and start selling parts to
the OEMs in 2015. Complex, high-value, low-volume parts in
exotic materials (typically titanium) for aerospace - that's the
niche we're aiming for."

Aerosud manufacturing process development group moves
in at the Centurion Aerospace Village (CAV)
The Aerosud Process Development group has moved in at
the heart of the Centurion Aerospace Village (CAV) in the
Innovation & Training Centre II (ITC-2). Process Development
focuses on improving the manufacturing capability of the
South African aerospace industry. The Department of Trade and
Industry (the dti) and Department of Science and Technology
(DST), through Technology and Innovation Agency (TIA) and
CSIR has partnered with Aerosud and other industry players in
the development and commercialisation of manufacturing
technologies that would globally position the South African
aviation industry to
become more competitive
in high-end manufacturing
technologies. The ITC-2
will also function as a
technology incubator and
support facility to the
larger CAV community.

The synergy of the abovementioned groups enables
Process Development to deliver turn-key manufacturing
solutions to any customer specification including design of
parts & tooling, material selection, equipment & process
development, qualification & industrialization and staff training.
Process development cooperates nationally and internationally
with government, industry and tertiary education on both
Technology and Human Capital Development (HCD) projects.
Projects are aligned at an early stage with the short or long-term
requirements of future customers in order to reduce the time to
market and to make sure that the right technology is developed
and the right people are trained at the right time.

Aerosud
Process Development
consists of the following
research groups:
Additive Manufacture:
Manufacture of highly
complex aircraft parts via
laser melting of exotic
metal powders such
as Titanium and
Cobalt-Chrome.
Advanced Composites:
Rapid press-forming of
continuous fiber reinforced
thermoplastics (CFRTP)
and rapid curing pre-pregs,
vacuum infusion, adhesive
bonding, and rubber
technology.
Advanced Metrology:
Employs the latest in
coordinate measuring
machines (CMM) coupled
with laser scanning
technology to optimize
quality assurance and
digital design cycles.
Automation: Machine
automation and
development of control &
data-acquisition systems.
Digital Manufacture:
Refers to high tolerance
machining with a fully
digital design and
configuration cycle. This
ensures maximized
efficiency on the machines
and total repeatability.
Metal Technology:
Forming, joining and
mechanical/ thermal/
chemical processing of
Aluminium and Titanium
alloys for aerospace
applications.
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WCNDT 2012 world
conference and exhibition
proving to be very popular
Event on non-destructive
testing to take place at ICC Durban
16 to 20 April 2012.

T

he International Committee for Non-Destructive Testing
(ICNDT) awarded the conference to South Africa at the
16th WCNDT in Montreal, Canada. The ICNDT chose
Durban, South Africa as its next venue for the 18th WCNDT.
This is the first time in history that the World Conference on
Non-Destructive Testing (WCNDT) will be hosted in Africa.
The WCNDT is a global gathering of NDT specialists,
professionals, companies and consumers, presenting a
programme covering new technologies from around the
world. The world conference and exhibition is organised
every four years and moves around the globe with
ICNDT members and delegates from Europe, Asia-Pacific,
Pan America, and Africa attending.

Copper cable theft down
in 2011

C

opper theft over the past year was 17.4% less than the
previous year, the South African Chamber of Commerce
and Industry (Sacci) announced.
The total value of copper stolen in 2011 was R214 million,
compared to R259 million in 2010, according to the Sacci
Non-Ferrous Metals (Copper) Theft Barometer.
The barometer - started in December 2010 - is an indicator
of the estimated cost of replacing copper cable stolen from
major users Transnet, Telkom, and Eskom.
In December last year, R20.9 million was recorded stolen,
down from R22.1 million in November, a 5.6% decrease in
theft. December's figure was, however, 27% more than
December 2010.
The value of South African copper could increase,
judging by a January rise of 5.6 percent in monthly prices to
$7 990/t ton, Sacci said.
Spot copper prices in the second half of 2011 reflected
global concerns about the European Union's financial stability.
"The second half of 2011 started with a peak at an
average of $9 643/t, followed by a systematic decline to
bottom out at an average of $7 380/t in October."
Renewed global economic activity was expected to increase
the copper price beyond $8 000/t. This meant it would be
more expensive to replace stolen copper, and the possibility
that theft of the non-ferrous metal could increase.
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With close to 800 registered delegates attending the
event in 2008, 530 came from 50 countries. This year's
event is proving to be equally popular with the local
organisers saying that all the space on the exhibition side
has already been sold.
More than 120 companies involved in the NDT field,
either as equipment or service providers will be showcasing
the state-of-the-art NDT technology to the world.
25 plenary speakers and 25 overview speakers have
accepted the invitation to present the latest technology
and findings to the international NDT community. These
lectures will have as a purpose the outlining of the
NDT industry in the various technologies. 450 papers will
be read in eight parallel sessions, or will be presented in
the form of posters, which will give the opportunity for
one-on-one discussions.
"What an occasion to have such a conference and
exhibition in our country and it is a privilege to be able to
communicate with the major players in the field of NDT on
our doorsteps. This opportunity rarely presents itself for
local academics and industry personnel to attend such a
conference," said Dr Manfred Johannes who is President of
the 18th WCNDT as well as the President of the
South African Institute for Non-Destructive Testing (SAINT)
and the Chair of the 18th WCNDT 2012 organising
committee.
"Just a few highlights include open sessions in the
conference on IAEA projects in the NDT field, a workshop
for regulators designed to inform regulators of the
value of NDT and how to ensure its reliable delivery,
as well as a workshop on qualification and certification
of NDT personnel, including the proposed ICNDT
Multilateral Recognition Agreement," continued Dr Manfred
Johannes.
"The programme has been submitted to SAIMechE for
the awarding of CPD points for attendees who need to gain
the points for 2012. Please make this the event to gain at
least 3 of the CPD points for 2012."
"There are a number of Gold sponsors including
GammaTec, Olympus, ROSEN Group, Ether NDE and
Sherwin Aerochemicals, and the gala evening's
highlight will be the awards to leading personnel in the
NDT industry."
"WCNDT 2012 will give delegates the opportunity to
learn as well as network and make business contacts from
all over the world."
For further details visit www.wcndt2012.org.za or
contact the Operations Manager, Deidre Hancke-Haysom
on email: deidre@confco.co.za, TEL: 031 303 9852

Hulamin warns on ageing infrastructure
Aluminium products maker Hulamin says poorly maintained gas infrastructure
in South Africa is affecting its operations and driving up costs.

H

ulamin, the aluminium products manufacturer, has
warned that the poor maintenance of South Africa's
liquefied petroleum gas (LPG) infrastructure affected its
operations last year, and said it expected similar problems this
year if there were further breakdowns in the LPG supply.
In an interview with Summit TV, Richard Jacob, CEO of
Hulamin, said poor refinery maintenance had cost the company
at least R13 million in 2011.
"Unfortunately, 2011 seemed to be a very disruptive year in
the entire gas industry - not just at Sapref, but with a major
breakdown at Engen and problems at Sasol," he said.
Sapref, the largest crude-oil refinery in southern Africa, is a
joint venture between Shell and BP in the region.
Mr Jacob said restaurants had also experienced severe
LPG supply problems last winter, as had those who used gas to
heat their homes. "It's not unlike the electricity industry where
there is ageing infrastructure," he said.
He said Sapref had planned a major shutdown last year but
did not come back on stream at the time it had promised.
"We exhausted our emergency gas resources and were
running around looking for other alternatives that resulted in
having to buy imported gas," said Mr Jacob.
He said Hulamin was hopeful that with more attention and
investment, the refineries would get back on to an even keel.

"It's encouraging to hear President (Jacob) Zuma talking
about more spending on infrastructure - one hopes some of
that will go into the gas industry," he said.
Mr Jacob also said Hulamin was disappointed by the
government's announcement that tariffs on imported aluminium
would remain low at 0%-5% on certain products. "There is a
12-month period the ruling lasts for - we applied for 10% duties
at the beginning of 2011, so we will only be able to reapply in
mid-2012."
He added that the company did not believe another imminent
obstacle, the possible closure of BHP Billiton's Bayside
aluminium smelter in Richards Bay, was of immediate concern.
"Aluminium is core to any successful economy. It's in every
part of the economy, so South Africa can't survive without
aluminium," Mr Jacob said.
He said Hulamin was already importing extrusion billet and
rolling slab as a mitigation strategy. "The business is dependent
on Bayside for about one-third of our rolling slab requirements."
The company is also meeting other stakeholders, including
the Industrial Development Corporation, to find a sustainable
and competitive solution for the supply of aluminium products.
Mr Jacobs said that in spite of the difficulties Hulamin
faced in terms of escalating costs, it was expected to report
an increase in earnings this year.
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FEW invests over R4 million
in new manufacturing equipment
For more than 90 years, the history of
French Engineering Works (FEW) of Kew,
Johannesburg, has been one of pioneering
and evolutionary enterprise.

T

he fourth-generation manufacturing business
founded by Herman Moser in 1918 has
taken a further step in its evolutionary
progress in meeting the changing needs of the
South African mining and manufacturing
sectors. The company has invested over
R4 million on a new Chevalier CNC creep feed
grinding machine, a Grindmaster universal
cylindrical grinding machine and a Hi-Life Swift
CNC cylindrical grinder. These are the latest in a
series of machine tool purchases over the past
few years and form part of the ongoing evolution
in FEW's manufacturing focus.
Family-owned FEW is determined to maintain
and improve its reputation as an international
manufacturer, exporter and importer of standard
and premium quality high speed steel cutting tools.
The extensive product range stocked includes taps, dies, drills,
cutters, toolbits and allied lines such as gauges, broaches,
holders, saw blades, carbide cutters and cutting oils. Special
taps and thread rolling dies (flat and circular) are
manufactured on request. HSSE-V application machine taps for
through and blind holes in stainless steels, high resistance
steels, cast iron and non-ferrous metals are available ex-stock.
FEW manufactures to ISO, DIN, JIS and ANSI specifications, as
well as to customer specifications and FEW house norms.
The latest capital expenditure follows an investment of over
R5 million in a new ANCA TapX CNC tap grinding machine in
2010. Prior to that, the company installed a cell of five
Haas CNC machines for blank preparation and a laser marker
for efficiency and traceability. The gradual shift towards the
manufacturing of more specialised niche products also

The Chevalier FSG-C1224CNC grinding machine
with a 50HP spindle motor was supplied by Puma Maxhine Tools

34 METALWORKING NEWS

V 1 1. 1

March 2012

necessitated the
purchase of eight
new or refurbished
grinders for their special tools and thread
rolling die sections.
"Should the machines perform to our
expectations, we will continue our program of
replacing our conventional grinders with new
technology," said Dave Aldridge, CEO of FEW.
New machines have been purchased by FEW to
improve the manufacture, quality and performance
of their cutting and rolling tools. In brief,
FEW has continued to prove it's commitment to the
long-term process of upgrading manufacturing
capabilities in their targeted niche areas of
thread rolling dies and specialised taps

South African skills challenges
"We've faced serious challenges in recruiting new skills over
the years," added Dave Aldridge.
"But have been fortunate in having a core of staff that is
competent in the conventional manufacture of cutting and
rolling tools. To take the additional steps required to master the
new CNC and automation technology, we've invested a lot in
training. Our technology suppliers have also come to the party,
and we've had great support in the form of experts coming
from Germany, Australia and Taiwan to assist in the training.
Our local suppliers of plant, grinding wheels and tooling have
also been very supportive, and are working with us to find the
best technology available to match the new manufacturing
capabilities."
"The process of matching skills with equipment has taken
longer than anticipated," added Director Ollie Moser.
"However we've been pleasantly surprised by the
enthusiasm of key people. Some of our old codgers are now at
the forefront of threading technology, and are producing tools
with a consistency measured in microns. The challenge is now
to apply the new skills and methodologies to our up and
coming youngsters as we continue our evolutionary processes."
"We are carefully selecting the niches where we will need to
be excellent - like all South African manufacturers and
exporters we are battling against huge increases in the costs of
electricity, wages, high speed steel and transport. Of course the
strong Rand impacts terribly on our export profitability, but
assists equally in the investments required to purchase new
equipment. So we remain positive about the future."
"The same is true in the manufacture of our thread rolling
dies," explained Dave Aldridge.
"The installation of the productivity and quality enhancing
Chevalier CNC creep feed grinding machine is expected to

add 30 to 40% capacity in this department, and will allow
us to give our customers a higher level of quality and service.
It will also allow us to take out one at a time the existing
three Blohm machines and retrofit and refurbish them to
CNC capabilities."
"The Chevalier FSG-C1224CNC grinding machine with a
50HP spindle motor was installed in January this year. It is a
heavy duty, high precision, high efficiency, multipurpose CNC
creepfeed and profile grinder which will meet our current and
future grinding requirements."
Blank preparation
"Last year we also addressed our blank preparation for
both the taps and dies that we manufacture. We needed
tighter tolerances before the blanks reached the complex
machines we were installing. To fulfil our needs we have
installed a Grindmaster universal cylindrical grinding machine
and a Hi-Life Swift CNC cylindrical grinder."
"This will result in improved quality and lead times. In
addition, the new equipment has also given us the flexibility to
run smaller batch production runs. That will help us respond
faster to our customer's needs, and that's the most important
thing," concluded Dave Cameron, FEW's Technical Sales
Manager.
In brief, FEW has continued to prove it's commitment to the
long-term process of upgrading manufacturing capabilities in
their targeted niche areas of thread rolling dies and specialised
taps.
For further details contact French Engineering Works on
TEL: 011 386 5200, or by email on info@few.co.za

The Grindmaster universal cylindrical grinding machine
supplied by Toolquip & Allied

The new Hi-Life Swift CNC cylindrical grinder
imported from India
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The recently installed Messer 400 amp high definition plasma machine

In February 2012 Robor celebrated the new addition to the Robor Group
stable with the introduction of Robor Baldwins at a weeklong launch
held onsite in Isando, Gauteng. The launch targeted the various
market segments that Robor as a Group can service, namely re-sellers,
automotive, mining, construction solutions, petrochem, engineering and energy.

I

Background
KMG, a 87% owned subsidiary of Blackstar, consists of two
divisions namely Baldwins which focuses on carbon steel,
Stalcor that trades in stainless steel and aluminium and a
100% held subsidiary called Global Roofing Solutions (Pty) Ltd
("GRS") a steel roofing specialist.
"Over the last two years KMG has struggled due to the
depressed state of the South African construction industry. In
light of this Blackstar reassessed its exposure with regards to
this investment. The Baldwins division has been the problem
area within KMG where all the trading losses occurred. Baldwins
requires capital and a stable market for a turnaround in its
fortunes. In light of this Blackstar decided to sell the division.
KMG's other subsidiaries, Stalcor and GRS are both profitable."

in Robor with a value of approximately R50 million, based on
the audited net asset value of Robor as at 30 September 2010.
In addition, Robor will purchase Baldwin's carbon stock at
the prevailing market rate in cash and assist KMG in collecting
the outstanding debtors of the business at completion. The
proceeds from collecting Baldwin's outstanding debtors will be
used to settle trade creditors and repay a significant portion of
KMG's working capital facilities.
The 5% equity shareholding in Robor will be transferred to
Blackstar from KMG and a Blackstar representative will join the
board of Robor. Blackstar's equity stake in Robor will allow
Blackstar to retain exposure to the turnaround in the Baldwin
division. Robor is a diversified business with a strong balance
sheet and pays regular dividends to its shareholders.
The transaction will also permit the continued restructuring
of KMG, and should enhance the profit potential of its
remaining assets of Stalcor and GRS, and will allow Blackstar
to separate its steel interests into two distinct areas, being
Robor and KMG via its subsidiaries Stalcor and GRS.
The Directors believe that a decentralised structure will
result in annualised cost savings of approximately R100 million
and will also allow each of these businesses to grow
independently.

Terms of the transaction
The basic terms of the transaction will involve the sale of
the Baldwin's (carbon) division (comprising fixed and intangible
assets) to Robor in exchange for an issue of 5% of the shares

Value added services for metalworking industry
By acquiring Baldwins, Robor is now able to offer a wide
range of hot rolled, cold rolled, galvanized and pre-painted,
sheet, coil and plate in commercial, certified and wear

n a recent SENS announcement JSE listed Blackstar Group
Plc ("Blackstar") said that it has entered into a conditional
agreement with Robor (Pty) Limited ("Robor") to dispose of
the Baldwins division, a 100% subsidiary of KMG Steel Service
Centres (Pty) Ltd ("KMG") in exchange for an issue of 5% of the
issued share capital of Robor. The agreement is subject to
Competition Commission approval as well fulfilment of certain
conditions in transaction of this nature.
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The 4 torch Oxyfuel Profile machine used
to cut wear resistant mild steel

resistant qualities, to existing and new clients.
"We are excited about the possibilities that this new venture
offers our existing customers" said Gordon Gilmer, CEO of Robor.
"In addition to be being a stockist and distributor Robor Baldwins
offers an extensive range of value added services. These
include profile, laser and plasma cutting, as well as bending,
sawing, pressing, slitting and guillotining" continued Gilmer.
Robor has long been a proudly-South African service centre
and supplies and distributor a large range of steel, tube and
pipe quality welded tube and pipe, cold formed steel profiles,
and associated value-added products and services. As the
largest steel tube manufacturer in Southern Africa, Robor has
been active in engineering and fabrication sectors since its
exception in 1922.
Ready, steady, go!
"For the last six months, we have been focusing on safety,
productivity and housekeeping," says Andrew Winter, MD of
Robor Baldwins. "We have been working hard to raise the
Isando and Vanderbijlpark plants up to the required Robor
standards" he continued.
"On the safety side, in order to raise safety visibility and
awareness Robor Baldwins has followed the Robor trend and
has adopted a mascot called Phepha , the safety mascot for
the Robor Group."
"Upgrading is also key and the machinery has been
repaired, maintained and upgraded. But producing good
product is only half the job done. The other half is getting the
product to customers efficiently and on time," he adds.
"The delivery fleet has, therefore also been improved to
match the Robor standards required. And the systems and

Coil is transported in the factory
in Isando by means of a grab
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The structural steel bay

controls now enables us to provide a quality product to our
customers, on time as promised."
"We have now re-established Robor Baldwins as a world
class processing facility. We are focused and ready to take on
the market." Winter concludes.
Background on Robor
Robor is the largest tube and pipe manufacturing
business in Southern Africa, with a leading position in most
of its markets. The majority of Robor's earnings are generated
from the manufacture of small, bore-welded carbon and
stainless steel tubing and piping using hot rolled steel supplied
by Arcelor and Evraz. Additional earnings are generated from
divisions focused on related products and services.
Robor's products are used by a wide range of industries
including construction, mining, automotive, agricultural,
petrochemical, engineering, broad industrial, and general
infrastructural projects such as power stations, railways and
stadiums. Robor exports to over 50 countries worldwide.
Robor was acquired from Barloworld Limited in 2006 by
management and Rand Merchant Bank and has to date
produced consistent returns for its shareholders under
Rand Merchant Bank and management ownership.
Robor is a manufacturer and supplier of welded tube and
pipe, cold formed steel profiles, and associated value added
products. Established in 1922, the company is owned by
Management and Staff and has for three years running won
"The Deloitte Best Company to Work For" Award in the
Manufacturing category.
Further information on Robor can be found on its
website www.robor.co.za.

The Trumpf Trumatic L6050
laser cutting machine - one of three Trumpf
laser machines the company has
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The new face of Stalcor
In a first of its kind initiative for the
metals industry, Stalcor is introducing
a Customer Loyalty Program, which
includes a 14% customer shareholding
in Stalcor and an entitlement to receive
dividends declared by the company.
Stalcor is back. It has emerged from the
melting pot of KMG as a bright face in
the stainless steel industry.

S

tainless Steel and Aluminium Corporation (Stalcor) was
established in 1973 and after 38 years in the industry,
the company is going back to its roots. It has been reborn
with a fresh new face and a reinvigorated new brand.
Stalcor has, since its inception, been an independent
entrepreneurial stockist and distributor concentrating on
stainless steel and aluminium. Over the years, this prestigious
business has been owned by JSE-listed companies, Malbak
Limited and Dorbyl Limited.
In 2002, Stalcor and Baldwins Steel were acquired by a
management consortium and formed part of Kulungile Metals
Group. In 2007, Kulungile Metals Group was sold to KMG Steel
Services Centres (KMG), a company controlled by Blackstar Group.
The group grew successfully for the next two years, acquiring
Global Roofing Solutions, the owners of Brownbuilt Metal Sections,
HH Robertson, Country Roofing and Helm Engineering.
Then in 2009, the aftershock of the 2008 global financial
crisis began in South Africa. "Although in part this was
alleviated by the infrastructure spend from the FIFA World Cup
Soccer, it was felt throughout the steel, construction and
manufacturing industries," says Chris Ransome, the newly
appointed chairman of Stalcor.
The Stalcor business adapted and resized in accordance
with market conditions. "Survival during this period was an
achievement in itself," says Ransome. "And now we are
returning Stalcor to its former glory."
KMG's shareholders, Blackstar, have implemented
proactive and far reaching restructuring strategies to revitalise
the company. The operations of Baldwins Steel have been merged
with those of Robor; and Global Roofing Solutions has been
unbundled to become a standalone subsidiary of Blackstar,
which has recently dual-listed on the JSE Securities Exchange.
A leaner and more focused Stalcor is poised for a
'make-over'. "The company is now ideally positioned to grow on
an affordable, sustainable and disciplined basis," says Ransome.
Restructuring includes a major rebranding to re-establish
Stalcor as a leading supplier in stainless steel.
"Stalcor is a R600 million turnover per year business," says
Ransome. "And this enviable position is where we are starting
our growth initiative from."
Blackstar and management have recently injected fresh
capital into Stalcor with management taking up a significant
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equity stake in the business while Blackstar retains control of
the company.
"These capital injections are a real vote of confidence," says
Ransome. "The shareholding proves that both Blackstar and
the management of this company remain 100% committed to
the success of the business."
The company, which has been an official local distributor
for Columbus Stainless since 1994, has recently strengthened
its ties with the local mill. Columbus has re-affirmed and
committed its on-going support to the new Stalcor.
Columbus's Charles Cammell says: "Columbus Stainless is
encouraged by the strategic focus of Stalcor. Its shareholders,
investors and staff have certainly demonstrated tenacity and
we look forward to forging a bond with the 'new' Stalcor for the
benefit of the entire domestic market. A strong local mill
aligned distribution sector enhances the stainless steel offering
to end-users and should continue to provide a stimulus for local
conversion and job creation."
Stalcor, which has four branches nationally, is also
relocating its Durban branch from Pinetown in the first quarter
of 2012. "The company is growing in line with market and
customer demands," says Ransome.
"The relocation of the Durban branch highlights the
requirements of the market and Stalcor's belief that dynamic
innovation is the best solution."

Stalcor does very little processing. However it does
cut-to-length round bar using Everising bandsaws



Customer Loyalty Shareholding
Stalcor's most exciting initiative is the launching of a
"first of its kind" customer loyalty incentive in the metals
industry. Stalcor is busy implementing programs that include
a 14% shareholding in the company for the benefit of
Stalcor customers. This will allow them to share in the all
benefits of being a shareholder coupled with an entitlement to
receive dividends declared by the company.
This Customer Loyalty Shareholding is housed in a special
purpose trust whereby all its beneficiaries are Stalcor's clients.
At the end of the financial year 14% of Stalcor's dividends are
paid to the trust, which then allocates this tax-free income to
customers in proportion to their sales for the year.
Chris Ransome and Gordon Odgers, an independent
non-executive director of Stalcor, both saw the benefits of a
similar project in the automotive aftermarket industry.
"A loyalty-based customer shareholding initiative is
reflective of the close relationship that exists between the
company and its customers and has proven to generate
considerable revenue growth and profitability," says Ransome.
"It is a very effective and transparent tool for continually
building the customer-base and a truly innovative way to
reward your loyal clients."
As Stalcor's brightness is forged, with it comes a
refinement of its vision as a customer-centric stockist and
distributor. Its "can do, will do, must do" attitude, makes it an
essential contributor to its customers' success. It believes in
sharing its triumphs with its loyal customers and ensuring staff
feel proud and invigorated to be part of the Stalcor family.
Suppliers view Stalcor as a highly valued and reliable route
to market.

Aluminium stock

Stainless steel stock
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"This is only the beginning," says Ransome with a
glimmer in his eye. "Staff are invigorated and more exciting
developments and innovations are on the cards."
Stainless steel
Stalcor are stockists and suppliers of a wide range of
stainless steel in a variety of Duplex, Austenitic and
Ferritic grades in coil, sheet, and plate.
Aluminium
Stalcor are stockists and suppliers of a wide range of
aluminium in various alloys in coil, sheets, plate and tread plate.
Carbon
Stalcor are stockists and suppliers of a wide range
of hot rolled, cold rolled, galvanized and pre-painted, sheets,
coil and plate in commercial, certified and wear resistant

qualities. This comprehensive range of products are sourced
from both local and international mills.
Typical products supplied include angles, automotive
tubing, bar - flat, hexagon, round and square, bends - ASTM,
nominal bore, coil - hot and cold rolled, cold rolled sections,
duplex stainless steel, expanded stainless steel,
fittings - ASTM, nominal bore, fittings - screwed, kick plates,
long products - 3CR12, pipe - ASTM A312, nominal bore - welded,
pipe - spiral, welded, pipe fittings - ASTM A403W, plate - 3CR12,
hot and cold rolled, polishing services, PVC coating of
sheet/coil, rod - threaded, sections - 3CR12, cold and hot rolled
(mill process), sheet - cold rolled, austenitic, 304, 316, etc.,
sheet - profiled, patterned and coloured, sheet, ferritic,
409, 430, 3CR12, slitting, tread plates and tube - architectural,
decorative, DOM, polished, decorative shapes, rectangular,
square, oval and rigidised.
For further details contact Stalcor on TEL: 011 871 6900
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46 Years
of engineering
craftsmanship

Wesley and Walter Bellora

Industry in Italy is characterised by a large number of small,
family-owned companies, almost all of them located in the northern part
of the country, where industry in Italy is concentrated.

T

Two such gentlemen were the late Rinaldo Bellora and the
late Luigi Giordana. Rinaldo learnt his trade at Graziano
Tortona Srl where they manufactured the world renowned
Graziano lathes. After immigrating to South Africa in 1952,
Rinaldo worked for H. R. Lasch (Pty) Ltd, in Germiston,
Gauteng machining parts for the overhead Lasch cranes.
Luigi had worked for the Italian Air Force and Fiat
Automobile as a grinder before joining up with his friend
Rinaldo in South Africa, Luigi then worked for Paramount
Gears (pty) Ltd. and on 27 January 1966 B.C.F. Precision
Grinding Works (Pty) Ltd. (BCF) was established.
Grinding jobs for customers such as Nordberg and E.C.
Lenning enabled BCF to steadily expand and in 1969 they
found a niche in the market to service the wear parts and
recondition spares or replacement parts for the steel mill
Union Steel Corporation Ltd. which was based in
Vereeniging.
By 1979 rollers,
shear blades and
various other
components and
wear parts for
Vaal Works and
Klipworks
were being
reconditioned by
the company.
Although the
company had
focussed on
grinding type
applications in
the beginning the
mix of disciplines
offered has
changed
considerably.
Precision grinding
is still very much
part of the
company
requirements,
however
cnc turning,
An overhead view of the machine shop
milling and


he Italian engineering industry has not escaped this
scenario and the picture still holds true today.
However industry in Italy has not just relied on the
family businesses alone. Some big, internationally
recognisable names have emerged, names that don't leave
you guessing, especially in the engineering field.
With a strong emphasis on artisans and craftsmanship
these Italian companies built an enviable reputation,
passing the skills on to the next generation. The history
of engineering will reveal that Italian artisans have made
a name for themselves worldwide and are held in the
highest regard. World War II left Italy in disarray and many
of these artisans looked internationally to create a
new life.
South Africa was to benefit with a number of these
immigrants choosing to venture south of the equator.
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general machining is what accounts for the majority of the
work carried out by BCF.
These disciplines are complimented by horizontal and
vertical boring mills, polishing, wire cutting, spark erosion
and the slotting of keyways.
As is customary in Italy second and third generation
family members would join the company started by the
father. This has been no different at BCF. Walter, Rinaldo's
son, began working for the company in 1980 after
completing his national service commitments.
"I had no formal training in any aspects of the
business," recalls Walter. "I was employed to look after the
administration and the servicing of clients, which were
mainly the steel mills, as well as trying to increase the
order intake. Being young and enthusiastic and very naïve
no job was too complicated for Dad's company. Little did
I know that from time to time I was being set-up and the
optical illusion drawings handed over to me for quoting
were not possible to machine. I soon learnt and have
never stopped learning since."
"During this stage I would spend time on the shopfloor
learning the basics of machining and how to operate the
conventional machines that we had at the time. While they
were still alive both my dad and Luigi continued to operate
the machines daily. In fact both my dad and Luigi were still
working for the company when they passed away at the
age of 76 years and 83 years respectfully."
"It was as early as 1980, a couple of months after
I joined the business that I realised how important
artisans were to BCF. I took a decision with my father's
permission to embark on surrounding ourselves with

The mix of components
that BCF manufactures as
replacement parts or spares
has increased considerably
over the years. These include
many different sizes and shapes
of guide rollers, shear blades
and shafts and today
total 722 items. These are
either manufactured from
forgings or are machined
from solid bars or blanks.
BCF holds stock inventories
of up to nine month lead times
and up to 15 000 components
can be manufactured by the
company in one year

46 METALWORKING NEWS

V 1 1. 1

March 2012

young talented artisans."
"Chris van der Walt, Petrus Mphela and a few years
later Carlos de Almeida joined BCF.
Today these three artisans alone have a combined
89 years of service between them."
"The decision to surround ourselves with young artisans
in 1980 has definitely been the most important business
decision I have ever made. Carlos has since trained new
young employees into impeccable artisans with strong
basic founding skills."
"That quality is important for BCF and its clients. Carlos
is also in charge of the production.60% of our employees
and staff have over 25 years service and even on their
side second generation family members have joined the
company," said Walter.
Limited by time taken on the conventional machines
and coupled with an increase in volume and components
required by clients, BCF invested in their first NC machine
on the 5 January 1989. More have followed since and
today the company has 13 CNC machines comprising
lathes and machining centres. The newest machine is a
Litz MV 1400 A which was installed just over a year ago. It
came equipped with a fourth axis.
All machines are run via the EdgeCAM machining
programme.
Besides most of the conventional lathes and grinders
other machines that the company has includes a Chmer
Wire EDM CW1060 HS, a Chmer spark eroder CM H322, a
Rockford vertical slotter, Coccen band saw SH-7550S
and other inspection and measuring engineering
equipment.

Shear blades recently manufactured by BCF

Shafts in the process of
being manufactured by BCF
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Other machines that the company has includes a
Chmer Wire EDM CW1060 HS

The company can turn components with a maximum outside
diameter of 1000 mm up to 3 000 mm in length on their lathes

The company can turn components with a maximum
outside diameter of 1000 mm up to 3 000 mm in length on
their lathes, and milling machine specifications are up to:
length 3 000 mm x width 750 mm x height 2 000 mm.
External grinding parameters are: outside diameters of
680 mm x length 2 500 mm; internal grinding: outside
diameter swing 750mm X inside diameter
600 mm x length 550 mm and tool room surface grinding:
length 3 000 mm x width 500 mm x height 1 000 mm.

Horizontal boring mil encompasses: length
2 000 mm x width 2 000 mm x height 1 500 mm.
Vertical boring mill outside diameter
1 600 mm x height 1 000 mm and the slotting machine
specifications are: outside diameter 2000 mm x 1000 mm
height.
The mix of components that BCF manufactures as
replacement parts or spares has increased considerably
over the years. These include many different sizes and
shapes of guide rollers, shear blades and shafts and
today total 722 items. These are either manufactured
from forgings or are machined from solid bars or blanks.
BCF holds stock inventories of up to nine month lead times
and up to 15 000 components can be manufactured by the
company in one year.
"The majority of the components are for the steel mills
but we are not limited to this type of machining," explained
Walter. "We do have long standing contracts with most of
the mills but we have broadened our base of clients over
the years and are looking to increase the numbers."
One of the more interesting components that BCF has
recently started manufacturing is locking rings and special
shafts. "Made in stainless steel the rings are import
replacement components. The rings are manufactured to
very tight tolerances and we are pleased to say that
our rings are outperforming the imported component,"
enthused Walter.

The company also has a
Chmer spark eroder CM H322
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Third generation
Keeping it in the family, Walter's wife Linda joined
the company 22 years ago to manage the book keeping
side of the business. But now a third generation Bellora
is fully entrenched in the business. Walter and Linda's son
Wesley joined in 2008 after completing training at Hotel
School and a couple of years in the commercial field.
"When Wesley decided to join the family business I
wasn't sure where he would fit into our mould and thought
back to when I joined BCF that, the same type of scenario
probably entered my father's mind 33 years ago. However
with the clients we are currently dealing with we needed to
implement a number of safety and quality procedures.
I needed help on these admin aspects and this is where
Wesley has been a great help. If you don't have these
controls in place you are likely to lose the business.
Besides that, we embraced the fact that our employees
have been very loyal to the company and we needed to
provide a safe environment that is conducive to productive
and enjoyable working conditions."

With a strong emphasis on
artisans and craftsmanship
these Italian companies built
an enviable reputation,
passing the skills on
to the next generation
"Wesley however thrives on the work he does on the
machines, an obvious gift from his grandfather's genes.
He has exceeded all our expectations in this sector at BCF.
Like all our valued artisans and employees Wesley has
already become an invaluable asset to the family busness."
"We have also attained a level 2 BEE compliance
certificate, thanks to Wesley's dedication."
Currently the manufacturing facility of BCF occupies
just over 1 000 m² under roof and two further buildings,
each in the region of 480 m², house a vast amount of
materials that have not been machined. Included in the one
is a training room and a specific health and safety office.
"Our goal is to make our customers comfortable with
our artisans ability to not only make precision quality
components for them, but to realise the importance of
looking after people as a whole so that they may become
efficient, to improve the standards of our industry in
South Africa and to become even more competitive" Walter
concluded.
For further details contact B.C.F. Precision Grinding
Works on TEL: 011 827 4823 or email bcf@telkomsa.net

The Rockford vertical slotter is capable of machining components
with an outside diameter 2000 mm and a 1000 mm height
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A resin storage/feed vessel manufactured for one of the
largest vacuum impregnation plants in South Africa

A

n air receiver is probably the most common type of
unfired pressure vessel. Absolutely essential to any
compressed air system, air receiver tanks not only
serve as temporary storage, but they also allow your
system to perform more efficiently. Understanding their
use and operating characteristics gives the plant systems
engineer an effective tool.

Brothers Francesco and Lauro Lombardi
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Because of the immense pressure they contain and
because of their importance to an air compressor system,
air receiver tanks must be built to be exceptionally durable
and strong. To be sure that your air tanks will last you many
years to come and will be able to handle the pressures of
everyday use, it is absolutely essential to purchase from
reputable manufacturers, dealers and brands.
Using air receivers of unsound or questionable
construction can be very dangerous. International bodies
have established rules of safety governing the design,
fabrication, and inspection of air receivers, pressure
vessels, and storage tanks during construction.
Therefore codes regarding the construction of unfired
pressure vessels have been incorporated into many
international, national and local laws. Air receivers,
pressure vessels, and storage tanks should always meet or
exceed this code in addition to any other state, municipal,
or insurance codes that may apply.
Air receivers and pressure vessel designs are
manufactured to ASME,PD, and ADM design codes and
storage tanks to API 650, BS 2654 and associated
specifications.
While most air receivers, pressure vessels and storage
tanks are of simple design consisting of a shell and two
dished heads, some are designed to incorporate a filter or
separator element within the vessel. They are typically
constructed out of carbon steel but more and more are
being constructed out of stainless steel, both materials


that can withstand relative pressures depending
on the wall thickness.
Many different industries and industrial
equipment and machinery rely on air receivers
and other various types of pressure vessels
and storage tanks. These include mining,
chemical, petrochemical, power generation,
water treatment and refrigeration, to name a
few. The vessels are used to contain various
chemicals, solvents, and raw materials,
many of which require tightly regulated
procedures for safety, handling, and proper
storage.
A typical example of this is a refinery,
which is a complex array of pressure vessels
interlinked
to piping,
structural
carbon steel
and other
components.
A minor
problem
can have
enormous
cost and
safety
implications.
All large vessels are internally welded
However,
and then back gauged to sound metal thus
ensuring a clean full penetration weld
when we
consider
the many pressure
vessels and storage tanks that go into the makeup of
a refinery, we can only be impressed by how little goes
wrong.
Another example that does not jump out at you easily
is railway wagons and coaches that rely on an air system
for braking purposes. An air receiver is essential in the
operation of the brakes.
Family business
Ilva General Engineering was established in 1966 by
the late Piero Lombardi, an immigrant from Lucca, in the
Tuscany region of Italy. Piero's wife, Maria, looked after the
administration side of the business.
Elder son Lauro (41) joined the company in 1990
and six months later younger son Francesco (39) joined
the business. Both started off on the shopfloor and are
still very much involved with the day-to-day production.

A number of different vessels used in the braking systems
for locomotives
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A mechanical circumferential seam welding machine
which completes the entire weld in one run

The original premises were situated in an old brickyard,
which was later developed as part of the industrial area
of Kramerville. The company then moved into the current
premises in Sebenza, Edenvale, Gauteng in January 1974.
From humble beginnings the business has grown to a
position where it is widely recognised for its quality
products and service at competitive prices.
Ilva General Engineering is a jobbing facility
specialising in the design, manufacture, testing and
supply of air receivers, pressure vessels, storage tanks,
heat exchangers, and specialised equipment predominantly
in carbon steel, and also in austenitic stainless steel.
To this day the company manufactures its' own dished
ends.
The type of equipment that the company has
designed and built over the years includes certified
pressure vessels, large storage tanks, with and without
special linings, air receivers and filtration vessels,
custom-made heat exchangers and chillers, transfer
vessels and silos and specialised equipment such as
blood dryers, fluid bed dryers, screens, ice water tanks,
and evaporators.
To date, since inception the company, Ilva General
Engineering has manufactured over 60 000 vessels
ranging from two litre tanks up to 160 000 litre tanks.
The industries that Ilva General Engineering serves
consist of the compressor, mining, refrigeration,


Standard horizontal air receivers for base mounted compressors
awaiting testing and painting

The preparation workshop which houses the
Davi plate rolling machines, cnc Profile Cutting bench,
guillotine, presses and plate stock

water treatment, food & beverage, chemical process,
petrochemical and general engineering industries.
Ilva General Engineering has an up-to-date
computerised design capability using AutoCad and
experienced personnel for the design of pressure vessels
and heat exchangers. The nature of the business requires
processing of large sheets of metal and to optimise its
material usage the company uses the SigmaNEST
CAD/CAM nesting system.
Pressure vessels are designed to ASME and PD design
codes while heat exchangers to the TEMA design code and
storage tanks designed to API 650 and BS 2654 codes and
associated specifications.
All the relevant design codes and technical literature
are kept in-house, and regularly updated.
Although the company does not possess a formal
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A flat steel plate awaiting rolling on
the CNC controlled Davi plate roller

quality system accreditation, it has developed and
documented an in-house quality assurance programme,
in accordance with ISO 9001. This system is strictly
enforced. From July 2001 the fabrication of certified
vessels and heat exchangers has been surveyed
by TÜV Rheinland South Africa (Pty) Ltd.
Ilva also enforce a policy of physically screening
of the fabrication of stainless steel from carbon steel
with the relative equipment installed in the required cells.
Different cutting and grinding consumables are used to
avoid contamination.
The company's in-house non-destructive testing
capability has been reduced to thickness testing and
liquid penetrant examination only, while radiographic,
ultrasonic, and magnetic particle testing is subcontracted
to recognised bureaus that specialise in these fields.

From humble beginnings the business
has grown to a position where it is
widely recognised for its quality
products and service at competitive
prices. To date, Ilva General
Engineering has manufactured
over 60 000 vessels ranging from
two litre tanks up to 160 000 litre tanks
Manufacturing facilities
Fabrication, welding and machining equipment
includes a four head CNC controlled Burny profile
cutting station, a plate shearing machine, three plate
forming rolls, submerged arc-welding machines,
strip-clamping machines with MIG welding head for
horizontal welds, strip-clamping machines with MIG
welding head for circumferential welds, TIG and
MIG welding machines, manual metal arc welding
machines, a centre lathe and a variety of drilling
machines and bench grinders.
All the pickling and passivation requirements are
carried out in-house while the blasting and painting
of fabrications is subcontracted to a specialist
subcontractor as is the polishing and finishing of
stainless steel fabrications. Full furnace heat treatment

and local pre and post-weld heat treatment are also
subcontracted.
Currently the company has a work area of 2800 m²
under cover and an uncovered area of 1300 m².
The workshops are serviced by nine overhead cranes
with a combined lifting capacity of 50 tons.
Ilva General Engineering is staffed by a team of long
serving, skilled permanent employees. The current staff
compliment is a total of 44 employees.
For further details contact Ilva General Engineering
on TEL: 011 609 3000

Long products workshops and component stores
where all components such as dished ends, leg supports
and bases are stored
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Rapid Part Technology
Overview
This article provides details on Rapid Part technology including what it is,
what is does, and how it works.

W

atching a traditional plasma system cut reveals that a
considerable percentage of the total cycle time is
non-cutting time (time spent moving from one cut to
the next cut - also known as cut-to-cut cycle time). Hypertherm
has responded to industry demand for continuous process
improvement with Rapid Part technology; a productivity system
that delivers up to a 100% increase in productivity through
cut-to-cut cycle time reductions achieved without operator
intervention. Rapid Part technology means less cut-to-cut
cycle time, maximizing the time the torch is cutting metal and
minimizing operating cost.
Unique aspects of the Rapid Part system include
the following:
• Products designed and implemented to work together
as a system, without operator intervention, leveraging several
technology elements
• A system that not only delivers Rapid Part technology
as a function of the job but also can incorporate True Hole and
automatic arc voltage sampling in the same nest, where applicable
• Intelligent and automated calculations of optimum torch
retract height.
• Rapid Z-axis THC motion

With a typical plasma setup, when a cut is completed,
the torch retracts from the plate by several centimeters.
After moving to the next pierce location, the torch then
performs an initial height sense and goes on to pre-flow
the gases for piercing. When timed, this commonly adds up to
6-7 seconds for each cut-to-cut
cycle, which can quickly
accumulate to a significant
amount of time in a day.
The chart below (Fig. 2)
shows a break-down of the
processing time for a 203 mm
flange part (Fig. 1). Note that
with the Command THC
(which represents a typical
plasma setup) there
is a substantial amount of
time spent on pre-flow, IHS,
and torch retracting.
Figure: 1
Figure: 2

Cut-to-Cut Cycle Time Overview
For a typical plasma cutting machine, cut-to-cut cycle time
is the sum of all necessary movements between cuts and may
be segmented into four primary components:
• Torch Retract
• Table Motion
• Initial Height Sensing (IHS)*
• Gas Pre-flow*
(*some THCs combine these two steps)

Rapid Part technology reduces cut-to-cut cycle time by
up to 80%. The table below (Table 1.2) provides an overview
of how Rapid Part technology contributes to each element of
cut-to-cut cycle time:



Table 1.2
1. Torch Retract
Rapid vertical (Z-axis)
motion using the ArcGlide®
THC intelligently retracts the
torch to the next pierce
height, based on material and
part properties.
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2. Table Motion
Optimized motion
instructions programmed
using ProNest® 2010 with its
optional Collision Avoidance
module, which minimizes the
chances of torch collision and
the distance between the end
of one cut and the pierce on
the next part.
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3. Initial Height Sensing·
• Rapid Z-axis motion
using the ArcGlide THC.
• Automatic
rapid-to-slow speed crossover
calibration.
• IHS skipped
intelligently, based on
part geometry and nest
configuration.

4. Gas Pre-flow
Completed
simultaneously during
initial height sensing and
during machine motion if IHS
is skipped.

With Rapid
Part and the
ArcGlide THC,
cut-to-cut cycle
time is
significantly
reduced. On
all jobs,
cut-to-cut cycle
time is
improved with
Rapid Part,
with the most
significant
productivity
gains achieved
on nests using
thin plate with
Figure 3 and 4: (It is also important to note that different cutting machines inherently exhibit differences in the time
a high quantity
taken to complete some of the above-mentioned elements, based on different drive motion capabilities, etc.)
of parts and/or
pierces.
produces their own nesting software or CNC. Depending on
The more pierces there are on a given plate, the greater the
configuration, the machine could still deliver excellent
time savings will be.
productivity gains using a partial Rapid Part system.
As the charts below (Fig. 3, Fig. 4) illustrate, when cutting
Conversely, users owning machines comprised of
the 203 mm flange with Rapid Part, cycle time is reduced
pre-existing Hypertherm products, such as a Command THC or
by 80% and total production time is reduced by 50%. Note that
a version of ProNest that does not support True Hole, may be
the estimated number of parts that can be cut per day is
in an excellent position to retrofit their machine with the latest
significantly increased.
Hypertherm components that deliver the full Rapid Part
System Component Variations
experience at an easily justifiable return on investment.
Use of Hypertherm's ProNest 2010 nesting software,
EDGE Pro or MicroEDGE Pro CNC, ArcGlide THC, and HPRXD
This article has been supplied by: Hypertherm Europe B.V.
plasma system, working together, provides the full benefits of
A suite of Hypertherm products contribute to the delivery of
cut-to-cut cycle time reduction. However, as detailed in Table
Rapid Part technology, including:
1.1, a significant percentage of overall cycle time benefit may
• ProNest® 2010 nesting software
be achieved without use of all system components used to
• EDGE Pro and MicroEDGE Pro CNC
deliver Rapid Part technology.
(Computer Numeric Control)
For certain users, employing a partial system to achieve a
• ArcGlide® THC (Torch Height Control)
majority percentage of cycle time benefits may be a logical
• HPRXD plasma system
decision. For example, a user has an established relationship
For more information visit the Hypertherm website
with a machine OEM who does not incorporate a full
www.hypertherm.com
Hypertherm integrated solution to their machine and instead
Use the simplified overview below for details of what's gained and lost when using different component configurations.
Table: 1.3
ProNest
Intelligent Lead location



Intelligent motion path



Intelligent retract height



EDGE Pro /
Micro DGE Pro

ArcGlide

HPR XD



Skip IHS



Pre-flow during traverse








Rapid Z-axis motion
Intelligent plate location measurement and
rapid-to-slow speed crossover calibration



Designed to fire the torch quickly
Estimated contribution
to Rapid Part technology
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February 12 to 15, 2012 in San Diego, California, USA

S

olidWorks World by definition brings together
users "United by Design." Every day, from the
moment we wake up, we're surrounded by products
that someone designed. An engineer or designer spent
time thinking about how to make those products work,
and how to turn their ideas into reality. Design is
constantly improving our lives, making us safer, helping
us live longer. And for the engineering community,
it's about loving their work, which is what was celebrated
at this year's event.
If the 20th century was all about computer
automation, allowing for improvements in design,
analysis, and manufacturing of products, the 21st century
is about collaboration. Today users from government,
industry, and research - fields that wouldn't ordinarily
have the opportunity to work together - can now
collaborate to create innovative designs that change
the world.
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This was evident at SolidWorks World 2012, the
14th annual gathering of customers, engineering and
design professionals, students, educators, partners,
resellers, employees of DS SolidWorks, developers of
software for sustainable design, simulation, data
management and the media.
Highlights of the event included:
• Networking with more than 5 650 passionate
SolidWorks enthusiasts from 33 countries. There
were 4 300 attendees when the conference last took
place in San Diego, California, USA and 4 500 at last
year's event.
• Customer stories from industries ranging from
manufacturing and medical instruments, to consumer
electronics and renewable energy.
• Sessions showcasing how an open and transparent
design process can help users approach and successfully



overcome the same challenges in their work by leveraging
insights from incredibly bright people for free, and in effect,
conducting preliminary user-testing before true user tests.
• More than 200 in-depth technical training
sessions, many of them hands on, covering topics
such as "Evaluating Component Cost Reduction Options
Using SolidWorks Simulation," "Dumb Solids - Make Them
Your Friend in SolidWorks," and "No Red Pencil Required Using the SolidWorks Design Checker."
• The Partner Pavilion, featuring more than
100 technology products that work with SolidWorks
software to deliver new business benefits.

SolidWorks Corp. CEO Bertrand Sicot and Mike Rowe,
of The mikeroweWORKS Foundation and Dirty Jobs
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Day 1 - General Session
The first general session, as are all three of the
general sessions, are notorious for the rush of delegates
to get to the best viewing seats once the doors are opened
15 minutes before the start. Fortunately for the media an
area is reserved for us.
CEO Bertrand Sicot, who has been at the helm for just
over a year, was introduced by a Nao robot from Aldebaran,
and started out talking about the size of the SolidWorks
community, which has reached 1.7 million members.
To put that into perspective, if all of those users formed
a new city, it would be the 5th largest in
US - larger than Philadelphia. If all users
formed a new country, it would rank number
150 in size out of 235 countries existing
today.
Bertrand went on to talk about how
everyone in the SolidWorks community is
united by the concept of design, with
product design being a constant in all
aspects of our lives. He used Dan Herzberg
as an example. Dan is a professional
engineer and SolidWorks user group leader
in Virginia, US.
Last year, Dan had surgery to replace a
defective valve in his heart. Before the
surgery, Dan learned that the valve being
implanted in his body was made by
On-X Life Technologies, a new SolidWorks
customer. Most people with artificial heart
valves spend the rest of their lives taking
blood thinning medication. But the team at
On-X has paid a lot of attention to the way
the blood flows, and they believe their
unique design will reduce or completely
eliminate the need for blood thinners in the
near future. It has been six months since
Dan's surgery, and he was singled out as
one of the attendees at SolidWorks World
2012.This is an amazing example of one
user's life being saved by another user's
design.
Mike Rowe from Discovery's Dirty Jobs
was the first guest of the day. Mike talked
about the growing skills gap in the US, and
focused heavily on the need for education in
trades. Mike specifically started The
mikeroweWORKS Foundation, a supporting
non-profit organisation that is addressing
the skills gap. Bertrand came back to talk
about the role of innovation at SolidWorks,
highlighting the R&D team and the ways that
they remain focused on SolidWorks' core
principle of focusing on the end user. He
also announced that a new milestone had
recently been reached in that there are now
50 000 Certified SolidWorks Associates,
Professionals and Experts, including himself.
Next on stage were Dassault Systèmes
CEO Bernard Charles and Dr. Maia
Hoeberechts from NEPTUNE Canada.
NEPTUNE is the world's first underwater
observatory network. It includes more than
130 instruments and 400 sensors in the
northern Pacific, linked by over
800 kilometres of cable all connected to

the internet and constantly
collecting data. This data is
available freely to a community
of researchers around the
world, 24 hours a day. The
public can also take part and
make discoveries. This
combination of professional
and hobbyist research is
leading to new insights
about the ways in which our
oceans work.
The session ended with a
keynote presentation from
Tony Fadell, considered by
some to be "the father of the
iPod." Tony talked about the
early days of designing the iPod
and arguments with Steve Jobs
over Windows compatibility,
and also focused heavily on the
challenges of managing a
global 100-person start-up.
He also talked about the
process of founding his new
company, Nest, and how they went about designing and
selling the world's first learning thermostat.
Day 2 - General Session
The day started off with a recap of Monday night's final

Mike and Geoff Howe, Black Ops Brothers

CSWP party on the USS Midway, followed by Richard Doyle
handing out awards for the SolidWorks User Group
Network.
According to Richard, 2011 was another really good
year for SolidWorks User Groups with a further 21 local
chapters joining the network. SolidWorks User Groups
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are now in 44 US states, five Canadian provinces and
27 other countries around the world.
This was followed by two special guests. First, the Howe
brothers, Mike and Geoff, (of Black Ops Brothers fame)
came up and told the story of how they started their design
careers at eight years old with a four-foot-tall, handcrafted
cabin in their backyard, built to top their friends' forts. And
this began their design philosophy of making everything
they build bigger and badder, culminating in the Ripsaw.
Ripsaw is a developmental light tank (military and other
uses) that can hit 96 kilometres per hour in four seconds.
The brothers described design challenges resulting from
the weight, size and speed of the vehicle, which they took
on one by one until the design was perfected.
Howe & Howe's latest project, a hydraulic arm designed
for firefighters, was designed and rendered in SolidWorks
in a single day. The project went from idea to fabrication in
just nine days, proving that with the right approach, design
can move incredibly quickly.
The key takeaways from the Howe brothers:
solve problems one at a time and remember that design
is about opportunity.
Next Ben Kaufman from Quirky gave the audience a
lesson in collaborative design. Ben pointed out that
invention is a trait inherent in all people, even a reflex,
rather than a learned skill, and one that we need to nurture.
Quirky has chosen to nurture it through collaboration, and
invites people to submit ideas for community feedback.
Each week, two inventors are crowned to bring their product
to fruition, and Quirky also introduces two new products to
the market each week. This methodical, sustainable approach
to building a pipeline of consumer products has paid off for
Quirky, the inventors it supports and the members of the
Quirky community, through Quirky's unique business model.
Ben's bottom line is that invention should be accessible,
and collaboration is changing the face of design forever.

Model Mania contest. That led straight into What's New for
SolidWorks 2013. This year the team came up with a sort
of "Back to the Future" theme, featuring SolidWorks
founder Jon Hirschtick. Some of the enhancements that
got the most enthusiastic response were previous release
interoperability, variable pattern instances and the ability
to insert multiple parts.
It was then announced that this year's top-ten list includes:
1. Start using more CPU cores
2. Mass properties should include the option to
automatically put a point at the center of gravity
3. Don't delete your children, dangle them instead
4. Address "shaded with edges bleed through" issue
5. Reduce the bounding box of drawing views to visible
components only
6. Ability to control a plane's front & back side orientation
7. Dimensions should stay where you place them
8. Escape key should immediately return control of the
interface
9. Add "lock rotation" option to cylindrical mates
10. Add a "thread creation wizard"

SolidWorks certifications exceed 50 000 users
During the SolidWorks World 2012 Conference it was
announced that SolidWorks Corp had awarded its 50,000th
certification in the acclaimed SolidWorks training certification
program. Created more than 10 years ago, achieving
certified status validates that SolidWorks® software users
have the tools and capability they need to ensure success
with SolidWorks software. The benefits of focusing on key
skills and concepts in SolidWorks have directly translated
into more job opportunities and extended career growth for
SolidWorks certified professionals. In addition, employers
recognise the value of the SolidWorks certification as a
powerful instrument that not only maximises their
investment in SolidWorks, but also gives them a
productivity advantage against their competition.
Day 3 General Session
Emma Katharine Singer, a mechanical engineering
student from the University of Colorado, Boulder, helped
The last day of SolidWorks World 2012 kicked off with
to tip the scale to 50 000 certified users. Two years ago,
Mark Schneider announcing the winners of this year's
Emma started using
SolidWorks software during
an internship at a lighting
factory in Brooklyn. With the
help of SolidWorks tutorials,
Emma taught herself how to
use the program in just a few
days. Emma is now a Certified
SolidWorks Associate (CSWA)
and is using that certification
as a teaching assistant,
helping other engineering
students learn SolidWorks.
For students, the
SolidWorks certification serves
as an industry-recognised
achievement that can set a
candidate apart from his/her
peers when looking for a job.
For professionals, passing the
exam demonstrates the user
has the skills to create
high-quality designs using
SolidWorks software, as well as
add value to any organisation.
One of the keynote speakers on the Tuesday was Ben Kaufman, CEO and Founder, Quirky,

who gave the audience a lesson in collaborative design
Employers rely on the
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certification to make better hiring decisions as well as
invest in their employees' professional development.
SolidWorks' certification is tiered based on skill level,
ranging from CSWA to CSWE for the most experienced
professionals. There are also specialty designations such
as surfacing and sheet metal. The program is specifically
designed to meet the needs of engineers and designers in
a multitude of industries. Exams are offered in several
languages including, French, Portuguese, and Korean,
making the certification recognisable worldwide.
For more information on SolidWorks certification visit
http://www.solidworks.com/sw/support/mcad-certificationprograms.htm.
In summary
When visiting SolidWorks World I always walk away
inspired by the enthusiasm shown by all the delegates. This
year was the fifth time that I have attended and it was no
exception. From the time you get the official invite, which is
normally a couple of months before Christmas, you look
forward to attending.
Here in South Africa, where we have a lovely mix of the
first and third world, we are still very innovative, tech savvy
and love the latest gadgets. Just look at the number of
cellphones that are in use. And many of these are the
smart phones. However we are still a long way behind the
USA when it comes to real inventions in the cyber world.
When I look back at the past SolidWorks World
conferences that I have attended, the 2009 event, which
took place in February in Orlando, Florida, USA, was all
about twitters and the rest. How long did this concept take
to really start making its presence felt in South Africa and
how many of us really know how to tweet today or what it is
all about? Or for that matter, about blogging?

The big buzz word in early February 2010 in Anaheim,
Los Angeles, USA at the 2010 conference was "cloud".
There is an advert on a local radio station at the moment
that expounds how a woman thinks the storing of data
takes place somewhere in the sky. I am sure she is one of
many of the South Africans that have had the same
thought when they come into contact with cloud computing.
This year we did not get any world changing scenarios
such as tweeting and cloud computing but we were privy to
learn about two business inventions and opportunities. On
day two the founder of Quirky gave the audience a lesson
in collaborative design. For all you inventors out there go
and look at the website. This company might just help you
get your idea to market.
In a country where the word electricity is top of mind
with every South African, we tend to think that we are the
only ones suffering at the hands of our government. Forget.
The US citizens are as well, and guess what; someone has
come up with a simple but effective idea and fantastic tool
to help households save on their electricity costs.
The design and manufacture of the world's first
learning thermostat does incorporate iPod and iPhone type
technology but if you think about it clearly all it is doing is
controlling the one thermostat that most homes have.
Don't expect the technology to be extended to industrial
applications because I asked and I got a blunt no.
Although my journey to San Diego took some 30.5 hours
in traveling time I have come back with very positive
thoughts for 2012. The overall theme for the conference
was United by Design and here in South Africa we can
certainly learn from this attitude. If you are a SolidWorks
user and want to be part of a community that is so
enthusiastic about what they can do with the product then
make the effort to attend the next SolidWorks World

Joe Dunne, SolidWorks Director of product management interviewing Tony Fadell, Founder and CEO, NEST Labs
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conference. The venue and
state where it is taking place
is first-class. The added bonus
is that the weather is superb in
the State of Florida at that time
of year, there is the Disney
World complex to explore,
NASA is only about 90 minutes
drive away and for those that
play golf there are some
fabulous golf courses in
Florida and who knows, you
might bump into Tiger or Ernie.
SolidWorks World 2013
The next edition of the user
conference, SolidWorks World
2013 will be held in Orlando,
Florida, January 20 - 23, 2013.
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.

Neill Kapp, Robert Pereira and Jaco Bergh, all of Mecad Systems with Roche du Toit of Osborn
Engineered Products, and Lizel du Preez in the front

Special thanks
To Mecad Systems - SolidWorks' agent in South Africa for arranging that I attend this conference, and Alessandra
Viera, SolidWorks' European Marketing Manager and
Carola von Wendland, SolidWorks' EMEA PR 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
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SolidWorks World 2012 feedback
Robert Pereira, Product Manager and a SolidWorks Certified Expert - Mecad Systems
"Once again SolidWorks pulled out all
the stops to ensure another hugely
successful conference with more than
5 600 delegates attending the four day
event held in San Diego, California."
"On our way to San Diego we had to
connect through the Hartsfield Jackson
International Airport in Atlanta, where you
already start to feel the excitement of the
oncoming event as about half the people
on our flight from Atlanta to San Diego were
on their way to the conference. Everywhere
you look there are people wearing some
variation of SolidWorks branded gear. Here,
I even ran into some old acquaintances
from previous years conferences."
"Every morning SolidWorks surprised delegates with some
exciting guest speakers telling us about their challenges and in
most cases, the role played by SolidWorks and other cutting
edge technology in their journey to success."
"These sessions were followed by technical training
sessions that cover the vast span of all DS SolidWorks
products. With more than 150 breakout sessions ranging
from beginner to advanced level there is literally something
for everyone. I have attended five of these events and every
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year I return with additional tips and tricks
to make my life easier."
"Even the social events are something
to get excited about. This year's CSWP and
CSWE (SolidWorks Certified Professional
and Expert) party was held on the USS
Midway aircraft carrier. The ship (now a
museum) was used in the Vietnam War as
well as Operation Desert Storm. If you take
800 people and add as much food and
drink as can be desired, and for more
excitement you add some flight simulators,
something hilarious is bound to happen
sooner or later. It turns out that once a
flight simulator has turned you upside
down it is not that obvious as to how to
get it upright again."
"At SolidWorks World you get to see the latest technology
including solution and gold partners that write specialist
software to complement SolidWorks. We also got a glimpse of
SolidWorks 2013."
"In general, SolidWorks World is an unforgettable
experience which every SolidWorks user should try and attend
at least once. I am already looking forward to next year's event
which will be held in Disney World, Orlando, Florida."

Neill Kapp, Sales Manager - Mecad Systems,
Cape Town
"For anyone even remotely interested
in metalworking, and mechanical
engineering, the SolidWorks World 2012
event proved to be a leading showcase of
industry leading software. The small city
is home to the 300 metre USS Midway,
commissioned in 1945, and now a museum
to the thousands of tourists who visit San
Diego each year. This city is known for
having the best weather in the country,
and is a family tourist magnet, with a
Seaworld, large zoo, an endless number
of fantastic dining and entertainment
options and a buzzing nightlife."
"We sat around our table one
morning, the six of us from South Africa,
at the Convention Centre and amongst
the 5 000 odd crowd eating a fresh
breakfast of fruit, baked goods and other
snacks, provided by SolidWorks Dassault
Systèmes, and discussed how many
other South Africans we know would love
to attend this event, which changes
location from year to year."
"On the first morning we were
addressed in the huge main hall by the
CEO`s of Dassault Systemes and
Solidworks Corp, Bernard Charles, and
Bertrand Sicot, respectively. They see a
strong future for Solidworks, with recent
growth and a robust company structure.
Development is ongoing and smaller
software packages are continuously bought,
tested and incorporated into the arsenal."
"The event brings together many of
the big players within the SolidWorks
community and gives resellers, technical
experts, management and add-in vendors
a chance to meet and share the latest
and best news surrounding the product
we all love - SolidWorks. This product has
developed from a 3D package into a
multi-product solution that is the bread
and butter tool of many local and
international companies spanning a wide
array of industries."
"Nowadays design data needs to be
created, managed, communicated and
validated. These tasks have become
specialised activities, with an individual
product to tackle any of these tasks."
"SolidWorks World is also a platform
to involve and enhance training for the
skilled technical support people needed
to bring these solutions to the table."
"The theme, or one of them this year
was 'connectivity'. Collaboration and
communication in design, research and
management is an area of greater and
greater importance, with a company
called Quirky being a case in point. This
US start up has the collaboration thing
well worked out.

Submit your product idea at a small
cost and these guys will refine it through
their engineering and development team,
do the prototyping and even market and
sell it directly through their retail channels,
and present you with a recurring royalty
cheque if taken up in the market. They
work on several ideas every week."
"Special appearances were made by
the Howe's Brothers, the guys on Discovery
channel who built 'tanks on tracks' for
use by the US army and others. These
guys gave an inspirational talk about
risking it all to build their dream products."
"Another impressive
inventor/entrepreneur was Tony Fadell,
who used to work for the iPod division of
Apple. His latest creation is a learning
thermostat, called the Nest Learning
Thermostat. This device tracks your
programming and 'learns' to automatically
adjust over time. The end result is a
saving in power consumption. It is only
available in the US for now."
"On the last evening there was an
engineer turned comedian who helped
set the record straight about engineers.
'We are not boring, we just get excited
about boring things.' His name is Don
Macmillan and he is the only comedian
known to do his entire show with MS
PowerPoint. He concluded that 54.7% of
all statistics are made up."
"On the second last night there was a
block party on 5th Avenue, Gas Lamp
District, which hosted a great cover band
and included unlimited food and drink
from about 20-30 restaurants and bars.
Put it all together, and it was some
serious fun."
"Overall this was a well run, well
organised and valuable event for everyone.
The SolidWorks World 2012 app worked
well, the training sessions were informative
and the exhibition of SolidWorks partners
was high quality with the latest hardware
and software showcased."
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Slower machine tool orders
dampen EU forecast
VDW, the German Machine Tool Builders' Association, reported its members'
new orders fell 4% for the fourth quarter of 2011, versus the last quarter of 2010.
It was the first quarterly decline in two years, it said.

T

he result confirms recent forecasts of declining
orders, from VDW and other machine-tool builders
groups in Europe and the U.S. Similarly, UCIMU
(the Association of Italian Manufacturers of Machine Tools,
Robots, Automation Systems and Ancillary Products) in
late January reported Q4 2011 machine tools orders fell
12.4% over the like period of 2010.
However, both groups emphasized the data showing
a sustained recovery of the machine tool sector from the
recession 2009.
The full-year 2011 U.S. Manufacturing Technology
Orders report from AMTDA, the American Machine
Tool Distributors' Association and AMT - The
Association For Manufacturing Technology has not
been released.
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Through November 2011, the results of that monthly
study indicated a strong year-on-year showing, though
officials acknowledged that weakening demand was likely
to result in reduced volumes of new orders in the early
months of 2012.
VDW reported domestic orders were 2% over the
Q4 2011 result, though bookings from abroad fell
by 7%. "December is responsible for the decrease in
the year's fourth quarter, with a minus figure for the
first time in 25 months," executive director Dr. Wilfried
Schäfer.
The full-year results for VDW were more impressive.
Overall demand rose 45% in 2011, VDW said, with demand
from German customers up by 46% versus the full year of
2010, and from foreign customers up by 45%.
VDW also reported its members' production of machine
tools rose by 33% in
2011, indicating it was
the highest increase ever
“December is
recorded, and capacity
responsible for
utilization averaged
93.8% for the year.
the decrease
The average for order
in the year's
backlogs was
fourth quarter, with
9.3 months. Noting these
results, VDW predicted
a minus figure
a 5% increase in
for the first time
production output
for 2012.
in 25 months.”
Notwithstanding
the strong results,
VDW expects weak domestic demand to dampen prospects
for the coming year. "For this reason alone, growth is going
to be slowing down this year," Schäfer stated.
The Italian machine tool builders group said its
members' total 2011 domestic new orders fell 11.9%,
while foreign orders rose 20.9%. Data showed most of
the foreign orders came from China, Germany, the U.S.,
and Brazil, among several other countries. "In the light of
this data," according to UCIMU president Giancarlo Losma,
"there are two considerations clearly emerging. First of
all we do not believe that the slowdown recorded in this
last quarter anticipates a new period of difficulty. Currently
there are no elements demonstrating an inversion in trend,
and therefore the start of a new negative cycle for the
Italian machine tools, robots and automation industry.
On the contrary one fact shows the level of efficiency
that characterizes the industries of the sector: the index
of production capacity that, in the fourth quarter of the
year, reached 80%."

Kennametal to buy Deloro Stellite
in market-expanding move

C

onsolidation continues in the machining and fabricating
equipment sector. Kennametal Inc. revealed it has an
agreement in place to buy Britain's Deloro Stellite Group
for an estimated $290 million (222 million Euro). The seller is
Duke Street Capital, a private equity group, and the deal is
expected to close within three months. Kennametal said the
acquisition aligns with its growth strategy, and positions it to
achieve geographic and end-market balance.
Deloro Stellite produces "alloy-based, critical wear solutions
for extreme environments involving high-temperature,
corrosion, and abrasion." Among its products are welding rods
and electrodes, wear-resistant alloys, and surface coatings.
Kennametal expects Deloro Stellite to improve its coverage to
oil-and-gas, power generation, transportation, and aerospace
markets.
"Deloro Stellite has a long-standing history of providing

exceptional value to customers in demanding environments and
we are pleased they have agreed to join the Kennametal team,"
stated Kennametal chairman Carlos Cardoso. "The addition of
this world-class surface technology and materials science
expertise will enhance the range of productivity solutions
provided to our customers in extreme wear environments."
Kennametal is chiefly recognized as a developer of metal
cutting tools, engineered components, and advanced materials
for manufacturing. It is the North American market leader in
metal cutting tools, and the second-largest in Europe and
worldwide. In addition to the Kennametal brand, it offers the
WIDIA, WIDIA-Rübig, and WIDIA-Hanita tool families.
In 2009 Kennametal bought Tricon Metals and Services Inc.
for $64.1 million. In 2007, it paid $67 million for Federal-Signal
Corp.'s cutting tool business, including Manchester Tool Co.,
ClappDiCO Corp. and On Time Machine Inc.

Haas Automation
produces 125 000th
CNC machine

I

n 1988, Haas Automation, Inc., America's leading machine
tool builder, achieved an industry milestone by introducing
the first American-built vertical machining center (VMC) to
sell for less than $50,000 - a price unheard of at the time.
The Haas VF-1 quickly became the industry benchmark for
affordable CNC technology.
Haas Automation is pleased to announce the company's
latest milestone: the production of the 125 000th Haas CNC
machine tool. Machine number 125 000 - a 2012 VF-1 vertical
machining center - came off the line on January 26, and is
bound for a customer in the Philippines.
The VF-1 is a fitting model for the 125 000th machine,
as it is the model that began the Haas legacy nearly 25 years
ago. A simple comparison of that first VF-1 to the modern
version of the same machine proves how far Haas has come,
and how much value a Haas machine provides.
When Haas introduced the VF-1 in 1988 at IMTS in
Chicago, the suggested retail price was $49 900. Adjusting for
inflation, that's equivalent to about $94 880 in 2011 dollars.
The machine featured 510 x 405 x 510 mm travels, a
7.5-hp (peak) spindle motor, speeds to 5000 rpm, brush-style
servomotors on all axes, 122 mpm rapids, a 16-tool ATC, and
the Haas CNC control, which featured a whopping 128 K
of program memory, and a maximum processing speed of
20 blocks per second. Additional options were essentially
non-existent.
Today's VF-1 is easily 10 times the machine as its 1988
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namesake, yet its
base price is only
$45,995 (ex-works) or
about $24,190 in 1988 dollars. The VF-1 still has travels of
510 x 405 x 510 mm, but now features a 30-hp (peak) spindle
with a high-performance vector drive, speeds to 8100 rpm
standard, brushless servos on all axes, 1000-ipm rapids, a
20-tool ATC, and the Haas control, which now features 1 MB
of program memory (8 times the 1988 figure) and
provides processing speeds up to 1000 blocks per second
(or 50 times faster than in 1988). And that's the base
model machine. A wide selection of high-productivity
options is available to boost performance - and value - even
further.
Haas Automation currently manufactures a complete line of
CNC vertical machining centers, horizontal machining centers,
CNC lathes and rotary products. The company also builds a
variety of specialty machines, including 5-axis machining
centers, mold making machining centers, toolroom machines,
and gantry routers.
All Haas products are built in the company's
1-million-square-foot manufacturing facility in Southern
California, and distributed through a worldwide network of
Haas Factory Outlets (HFOs) that provide the industry's best
sales, service and support.
For further details contact Haas Factory Outlet South Africa
on TEL: 011 974 2301

Stratasys celebrates 10-year anniversary
of industry's first low-priced 3D printer

S

tratasys announced the tenth anniversary of its
Dimension 3D Printer line, the first of its kind to
bring 3D printing technology to a broad audience and
accelerate the trend of 3D printer use in the market today.
Additive manufacturing industry consultancy, Wohlers
Associates, affirms this trend in Wohlers Report 2011,
noting "Additive manufacturing's reach was previously
relegated to high-tech laboratories at Fortune 100
companies, but it now extends to the smallest of
organizations - and increasingly even to individuals.
In the…industry's 23-year history, its compound annual
growth rate has been 26.2 percent."
When introduced in 2002 at $29,900, the Dimension
3D Printer opened new possibilities for designers as a
reliable, compact, simple-to-use machine, at about half the
cost of the next lowest-price 3D printer. The Dimension's
introduction enabled designers to not only produce models
for design verification, but also test functionality because
the printer uses the same durable ABS plastic used in
today's end products. The system's compact size and
networking capabilities also made it ideal for an office

environment, enabling product-design teams easier access
to model making.
"Dimension laid the foundation for the 3D printing
revolution we're seeing today," says Stratasys
CEO Scott Crump. "It opened the door to a whole new
demographic of users that previously couldn't access
additive manufacturing."
Today, Dimension 3D printers represent the majority
of Stratasys' installed base: a base that accounts for a
41 percent global market share, and includes other
Stratasys brands Fortus and uPrint 3D Printers. Stratasys'
2010 unit sales were more than 3.5 times that of its
nearest competitor, and the company has shipped
15,839 systems since its founding, according to Wohlers
Report 2011.
All Stratasys 3D printer brands, uPrint, Dimension
and Fortus, employ Fused Deposition Modeling (FDM)
Technology, which was invented and patented by
Scott Crump.
For more information contact Edwin Roth Pty Ltd on
TEL: 011 970 1930

International profile strengthens
as over 1000 firms from 25 countries
sign up for BIEMH
The 27th Spanish Machine-tool Biennial, scheduled for May 28 - June 2
and considered one of Europe's leading trade fairs in its sector.

M

ay is set to be a strategic month for machine-tool
companies and associated sectors keen to
strengthen their participation in international
markets.
As the number of foreign exhibitors at BIEMH increases,
with 1022 manufacturers, importers and distributors
from a total of 25 countries already signed up for the
event, the campaign to attract visitors is also taking an
international focus. Promotional actions have already
reached out to over 67.000 industry specialists worldwide,
with forthcoming trade missions scheduled for Turkey,
Germany, Mexico, Colombia, China, India, Morocco
and Algeria.
The effect of the event as a platform for globalising
business will be strengthened this year with the
incorporation of new, online applications and spaces to
facilitate direct links between users, exhibitors and
potential visitors, information sharing and discussion on
various levels.
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There are now less than three months to go before the
27th Spanish Machine-tool Biennial, scheduled for
May 28-June 2 and considered one of Europe's leading
trade fairs in its sector.
Germany and Italy are the benchmark countries in the
world's machine-tool industry, and they will once again be
major participants in the BIEMH. The event will also
feature firms from Austria, Belgium, Canada, China,
South Korea, Denmark, Slovenia, the USA, Finland,
France, the Netherlands, India, Israel, Japan, Poland,
Portugal, the UK, the Czech Republic, Sweden,
Switzerland, Taiwan and Turkey. Commercial promotion
efforts are ongoing, and further markets will be
incorporated shortly.
The full list of exhibitors is updated weekly and can be
viewed on the official website (www.biemh.com). The list is
searchable by company name, country, province and sector
and subsector, product and location are soon to be added
as further search criteria.

Rolls-Royce
opens its largest Asian facility
Company expects to double its revenue in region in next decade.

A

s it looks to capitalize on the region's booming aviation
sector, Rolls-Royce opened its largest Asian facility in
Singapore in February. The Rolls-Royce Seletar Campus
will be the only facility outside of the firm's Derby plant in
Britain to assemble, test and produce Trent 900 and Trent
1000 engines, the company said.
The Trent 900 engine is widely used in the Airbus A380
superjumbo, while the Trent 1000 series can power Boeing's
latest Dreamliner series.
"This part of the world has played a key role at enabling
us to double the size of our business in the last decade,"
Simon Robertson, chairman of Rolls-Royce, said at the plant's
opening on the eve of the Singapore Airshow. "And it is the
continued demand from the fast-growing economies in
Asia which underpins our confidence that we expect to double
our revenues again in the next decade."
"The Asia-Middle East market together has been our
strongest growth area largely because there's been such a
high demand for (wide-body aircraft)," said Mike Terrett, the
firm's chief operating officer.
Globally, airlines will need 33,500 new planes valued
at $4 trillion by 2030, with Asia accounting for about 35%

of the total, Boeing said.
Singapore's Prime Minister Lee Hsien Loong underscored
the importance of the 1.66 million square foot facility to the
city-state, a regional aviation hub. "It's a landmark project for
Rolls-Royce and Singapore. Rolls-Royce calls this its facility of
the future, and we treat it so. It's the single largest aerospace
investment ever in Singapore worth Sg$700 million
(US$559 million). It enables Singapore to play a key role in
supplying aircraft engines for the latest jets such as the
A380 and the Boeing 787 Dreamliner."
The campus includes an assembly and test unit, fan blade
manufacturing, research and development as well as a
regional training center. It will be able to produce up to
250 engines per year at full capacity - double the company's
worldwide production - with the first locally assembled engine
to be shipped to Toulouse, France in the third quarter.
Rolls-Royce declined to name the customer, but Airbus is
based in the French city.
The British firm's "value-add contributions" in Singapore
would reach about Sg$1.7 billion in three years, or about 0.5%
of the city's projected gross domestic product, said Jonathan
Asherson, Rolls-Royce's regional director of Southeast Asia.

MAG IAS claims composites
manufactory technology breakthrough

A

merica-headquartered CNC machine tool maker
MAG IAS is claiming a world first in composite parts
manufacturing technology with the launch of its new
Gemini Composite Processing System.
The company claims that this is the first system capable
of switching, in a matter of minutes, from automated fibre
placement to automated tape laying. "The new Gemini
system saves several million dollars in equipment,
infrastructure and labour cost traditionally needed for
two separate systems, making it ideal for aerospace tier
suppliers who require cost economy and flexible
capabilities," explains Robert Harper, director of sales for
MAG's composite products.
The first Gemini system has already been purchased by
Alliant Techsystems and will be installed at the firm's
Mississippi facility.
The order includes MAG's modular ACES software
(Advanced Composites Environment Suite), claimed by the
company to be the industry's fastest and most powerful
programming and simulation system for both tape laying
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and fibre placement.
The new Gemini system utilises MAG's "industry-leading"
Viper automated fibre placement (AFP) head, and Charger
or the Forest Liné Atlas automated tape laying (ATL)
heads.
"For a fraction of the cost of a full tape laying system,
aerospace composite part suppliers can now add tape laying
capability on a fibre placement machine or vice versa, saving
millions on machinery, plant infrastructure, labour and
training otherwise needed for two machines," says Randy
Kappesser, vice president MAG Composites. "The system
makes it possible for fabricators to consider combining
composite tape and fibre in the same part, and it certainly
can improve the cost structure for the industry by maximising
equipment utilisation and facilitating use of lower cost tape
to a greater extent.
"Even the modular vertical gantry design is engineered
with flexibility in mind. It can be configured for multiple work
zones or extremely long parts, while providing excellent
work zone access for head changing and tool loading."

CERAMITEC 2012
in parallel with AUTOMATICA

O

nce again CERAMITEC will be taking place in 2012
in parallel with the trade show AUTOMATICA, which
is being held in the western part of the exhibition
center. Tickets for each trade show give access to the
other show. In 2006, the two events were also held in
combination, with great success, prompting considerable
exchange and communication between participants in
both shows.
Participants in AUTOMATICA will be able to find an
extraordinary range of products and services for the
global market at CERAMITEC; here they can gain
comprehensive insight into state-of-the-art ceramic
technology from Germany and around the world.
There is no better opportunity to review the ceramics
market, in particular in technical ceramics and powder
metallurgy, all in one place. CERAMITEC is a unique
platform for suppliers and users interested in the
automation of production processes in the ceramics
industry.
In addition, in 2012 the supporting program to

C

CERAMITEC

ERAMITEC Technologies - Innovations - Materials takes
place at the New Munich Trade Fair Center from
May 22-25, 2012. Since its premiere in 1979
CERAMITEC has developed into the world's leading trade show
for the ceramic industry. CERAMITEC 2009 attracted
656 exhibitors from 35 countries and approximately
15,000 visitors from 84 countries. Statistics for CERAMITEC
are checked by the independent auditors Ernst & Young AG
contracted by the Gesellschaft zur Freiwilligen Kontrolle von
Messe- und Ausstellungszahlen (Society for Voluntary Control
of Fair and Exhibition Statistics).

About AUTOMATICA International Trade Fair for
Automation and Mechatronics

A

UTOMATICA is the first and only international trade fair
which covers all areas of robotics + automation every
two years. It has taken place at Messe München every
two years since 2004. The aim of the fair is to present the
entire value-added chain in robotics and automation. Messe
München GmbH and VDMA Robotik + Automation, trade fair
industry advisor, are behind the industry-driven concept of
AUTOMATICA. Exhibitor and visitor statistics for AUTOMATICA
are audited by an independent auditor contracted by the
Gesellschaft zur Freiwilligen Kontrolle von Messe- und
Ausstellungszahlen (Society for Voluntary Control of Fair and
Exhibition Statistics) and internationally by UFI (Global
Association of the Exhibition Industry).
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CERAMITEC will again be providing a top-class platform
for information-gathering and knowledge-transfer for
researchers and developers as well as highly qualified
industry professionals. CERAMITEC takes place in the
eastern part of Messe München, in Halls A5, A6, B5
and B6.
AUTOMATICA is the leading platform for innovation in
the automation of production processes. It is the world´s
largest showcase for products and services in robotics,
assembly technology and industrial imaging systems,
offering companies from all sectors of industry solutions
that help them make even higher quality products even
more efficiently.
Visitors can enter AUTOMATICA via the West
Entrance.
The trade show takes up Halls A1, A2, B1, B2
and B3. From the Atrium both trade fairs can be accessed
freely.
Further information about CERAMITEC 2012 visit
www.ceramitec.de

Taiwan's Fair Friend
snaps up five
machine tool firms
in Italy, Japan
and South Korea

F

air Friend Group, which makes Feeler brand
CNC machine tools (Engineering Technologies
Group), has acquired five overseas
machine-tool firms, reports cens.com.
The acquisitions include three Italian firms - JOBS,
Sachman and SIGMA; one Korean firm, DMC; and
one unnamed Japanese lathe manufacturer with
over one hundred years' history.
This is said to add £210 million of revenue
a year to the group that boasted £1.18 billion
of consolidated revenue last year, including
£750 million from its machine tool business.
JOBS makes large gantry machining centres
and boring machines, predominantly for the
aerospace sector; Sachman makes boring
machines; SIGMA manufactures 5-axis vertical
machining centres; and DMC is South Korea's
sixth largest machine tool builder, making
vertical and horizontal machining centres,
lathes, and automotive production plant.

PRODUCT

REVIEW

Renishaw QC20-W ballbar wireless product with volumetric
testing capability

R

enishaw's QC20-W ballbar is a wireless product with
volumetric testing capability. Renishaw has announced
the launch of a successor to its well established
QC10 ballbar system; a tool adopted worldwide for the
assessment of machine tool positioning and servo control
performance.
The QC20-W ballbar is a completely new design featuring a
Renishaw developed linear sensor and Bluetooth® wireless
technology. This design offers benefits in ease of use and
enhanced durability and allows the QC20-W to be used for
testing even in "closed door" manufacturing, where
access for wiring can raise safety and procedural
issues.
The design also allows testing in three
orthogonal planes through a single reference point.
A single, simple hardware set up means quicker
testing and the ability to produce a
representative volumetric measurement of
positioning accuracy. The QC20-W ballbar retains the
principle of a simple CNC circular program, and powerful
software. Together, these can quickly diagnose and quantify
machine positioning errors including, servo mismatch,
stick-slip errors, backlash, repeatability, scale mismatch and
machine geometry as well as giving an overall circularity error
value.
The Ballbar20 system software has been enhanced
to give even greater flexibility for testing and reporting.
The QC20-W kit is supplied in a redesigned, robust system
case, which includes spaces for the most popular
accessories.
With many thousands of established users of the QC10
system, Renishaw has gone to great lengths to ensure
backward compatibility with the QC10 system. This minimises
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costs and
disruption
when
upgrading
or working
alongside
existing QC10
systems.

Ballbar lengths are identical
to QC10, so all existing test
routines can be carried over
including test templates,
CNC programmes, and work
and test procedures. Only
minimal training is required
when upgrading, focusing on
familiarisation with the new
features. The Ballbar20 software is
also compatible with QC10 systems as the test
file format is unchanged. As a result both old and new
machine records can be reviewed using the same software.
An upgrade kit is available to QC10 ballbar users at a very
competitive price, especially if users are considering the cost of
an upcoming recalibration for their existing QC10 ballbar. The
upgrade kit is supplied as standard with an insert for fitting
into the current QC10 case, with the new system case and
additional hardware required for carrying out the new 3 plane
testing available as options.
For further information contact Toolquip & Allied on
TEL: 011 370 2727 or go to www.renishaw.com/qc20

With IVU, seeing is believing GF AgieCharmilles

G

F AgieCharmilles' new Integrated Vision Unit (IVU)
provides optical access to details that a 3D probe
cannot, making perfection both measurable and
attainable. The optical-based measurement system allows
you to visualize and measure pieces directly on the machine
tool and iteratively correct machining errors. With IVU, mastery
of detail-oriented machining areas like the production of micro
surgical instruments, parts for luxury watches, and tooling for
the mass production of electronic components, is ensured
because seeing is believing.
Long known as the reference in EDM innovation, GF
AgieCharmilles is setting new micro machining standards with
IVU. Where high accuracy, speed and productivity are absolute
requirements, IVU offers onboard, contact-free
measurement, onboard visual inspection, and
GF
easy, accurate workpiece recalibration.
Measurable perfection
As a perfect complement to GF
AgieCharmilles' CUT 1000, IVU ensures faster
and more accurate setup for the machining of
small and intricate parts, with high accuracy
measuring cycles available for edges, part
alignment and centering - within micron
accuracy. Positions for micro starting holes
are quickly and easily established by IVU before
machining, and assistance for the threading of
thin wires is provided. Another advantage of IVU
is the inprocess control it offers by measuring
and inspecting the machined part without

unclamping and taking it to the metrology department.
Other features of IVU include first cavity or intermediate
control in multi cavities, including "go," "no go," or "correction"
for the next cavity, fast control of part position and profile, and
a reliable reporting function.
IVU's charge-coupled device (CCD) camera produces crystal
clear images even in less than ideal lighting conditions. Fixed
on the machine's upper head and with a backlight installed on
the lower head, the camera's autofocus provides images that
are analyzed by dedicated software to deliver the metrological
information you need.

Especially attractive features of IVU include:
• Visualisation, allowing
you to gather an enormous
AgieCharmilles
amount of information very
quickly by simply inspecting
is setting new micro
the image generated by the
machining standards with
CCD camera.
IVU. Where high accuracy,
• Measurements in the
X-Y directions to automatically
speed and productivity
recognize and measure the
are absolute requirements, position of a workpiece edge.
This feature allows you to
IVU offers onboard,
measure the contour of a hole
contact-free measurement,
or an arc and precisely
determine the center position,
onboard visual inspection,
diameter or ellipticity of a
and easy, accurate
circle.

workpiece recalibration

GF AgieCharmilles' Integrated Vision Unit (IVU) uses a charge-coupled device (CCD) camera
to produce crystal clear images of the finest details
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Dimensional
measurements including
distances between edges, hole
diameters and contour profiles
• Contour scanning can
be performed automatically
and, in a second phase, the
measured contour can be
compared to the relative
original form.
IVU ensures measurable
machining perfection. Whether
you're producing micro molds
for medical technology,
connectors for Information and
Communications Technology
devices, micro components for
light-emitting diodes (LEDs),
lead frames for integrated
circuits, or lenses and other
micro mechanisms, it's easy to
keep an eye on the details
with IVU.
For more information
contact Retecon Machine
Sales on TEL: 011 976 8600

Okuma MA-600 H II
horizontal machining center series
with an automatic pallet changer
and new design

T

he MA-600 H II has a XYZ of 1000 x 900 x 1000 mm
with a maximum machining diameter of 1000 mm
and a 1200 kg maximum work piece weight.
In addition, the horizontal machining center integrates
the B-axis, which is a CNC-controlled feed axis, with an
accuracy of 0.001°.

84 METALWORKING NEWS

V 1 1. 1

March 2012

All three linear axes achieve a maximum speed of
up to 60 m/min with an acceleration of 0.7g, which is
remarkable for a nearly 27,000 kg giant. Okuma's
absolute encoders, ball screw cooling, spindle load
monitoring, tool life management as well as OKUMA
exclusive Thermo-Friendly Concept ensure accuracy
and process stability. The TFC compensates by
structural measures, embedded sensors and control
algorithms and the influence of temperature
fluctuations on kinematics and the machine
spindle.
With the "Turning Cut" function you can
achieve simultaneous interpolation of linear
axes and spindle position allowing contour
turning operations with high precision and a
considerable metal removal rate. Turning Cut
should inspire not only manufacturers of large
valves and pump casings.
The main spindle drive delivers 30kW and
speeds the BT50 (BIG +) tools up to 6,000rpm.
The spindle through coolant delivers 70bar
and the new matrix magazine provides space
for 171 tools. The MA-600 H II is controlled
by the OKUMA OSP-P200MA.
For more information contact
Forest Engineering on TEL: 011 3974050

Laser marking system
offers reliability, cost savings

T

elesis Technologies' EVC diode-pumped laser
marking system offers an average diode life of
more than 25,000 working hours.
Telesis Technologies' EVC diode-pumped laser
marking system offers an average diode life of more
than 25,000 working hours for increased reliability
and decreased cost of ownership. It is designed for
high-quality, high-speed marking on a variety of
materials, including metals, plastics and
composites, and is well-suited for delicate and
sensitive electronics components and medical
instruments, the company says.
The system features a Q-switched Nd: YVO4 end-pumped
laser design with a remote fiber-coupled diode-pump
source. A robust mechanical, optical design enables the
laser to operate in an industrial environment where shock,
vibration and dust are a concern. Its small footprint eases
integration into both manual offline and automated online
configurations for automotive, aerospace, medical and
industrial marking applications.
Other features include deep focal tolerance;

a small beam diameter; no-chiller air cooling;
stable output power; and
DOD compliance.

The
system
also uses
Vanadate laser technology, which the company says enables
it to comply with green packaging mandates and to mark
on chip boards, plastic bottles and other materials without
consumables or ecology issues.
For further details contact Traceability Solutions on
TEL: 011 704 4744
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Huge steel-plate rolling machine now
takes instructions from an iPad - Davi

T

he largest manufacturer of offshore wind towers in
Northern Europe has ordered a new DAVI heavy
four-roll machine with the capability of rolling steel
four metres wide by 145 mm thick. "It's the largest four-roll
machine in the world completely dedicated to building
foundations for offshore wind towers," says Davi President
Orazio Davi.
"The Davi High Productivity Package convinced that top
player to buy our Wind Tower system for its benefits in
building giant parts with only one operator, all the while
requiring less production time than competitive machines,"
adds Orazio.
The Davi Productivity Package for wind towers has been
updated with the Davi iRoll CNC. The software, based on
Apple iPad, lets an operator draw a part to
roll and then starts production
by sending the program
by iPad Wi-Fi to the
machine.
The iRoll
puts all the
information
about the
machine at a
user's
fingertips.
Then it
connects to
the Davi Service
Center to dialog directly
with a technician,
dedicated to supply the

required support.
Orazio adds that the
European company had
purchased several four-roll
rolling machines in
1999 and 2001, and
that let it work its
way into the
heavy duty
offshore wind
market with a
machine
capable of rolling
steel 3,6 metres
wide by 125 mm
thick.
The wind towers and foundations for a
Canadian wind farm will be produced using two
DAVI 4 roll machines, which are capable of bending
plates of high-tensile steel up to 150 mm thick and
3,000 mm wide. The machines are equipped with
Davi's patented High Productivity Package System.
"By choosing Davi plate rolls," says Orazio, "Samsung
made sure they can meet their future production needs
in offshore components, specifically foundations, whether
they are monopiles or tripods, where much higher
steel-plate thicknesses are required." Towers are produced
by a Samsung subsidiary company in Korea, which has a
number of complete DaviWind Towers lines already
installed all over the Far East.
For more information contact Walker Machine Tools
on TEL: 031 700 1575

Measure with the speed of light

C

ORE is a measuring breakthrough in the CMM and
gauging industry combines the requests of fast
measurement in the traditional gauging market with
the technology of proven CMM technology.
CORE is focused as a Production Gage to be placed on
the manufacturing floor measuring production parts with
incredibly short inspection cycle time.
Its revolutionary new design and technology, enables
absolute part measurement and scanning with the speed
of light. The traditional measurement of individual critical
part features is, in many instances, no longer enough to
determine quality levels. CORE allows for many more
features and complex geometry to be measured due to its
unique sensor and speed of operation.
CORE is shop floor hardened, has a compact foot print,
and can be operated with minimum training and by
production personal. CORE's measurements are traceable
to the ISO 10360-n industry standards and offers unequal
reliability and repeatability.
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CORE not only diminishes all the costs involved with the
purchase of gauging fixture but gives the assurance of a
completely flexible and traceable CMM.
The CORE center drive linear motors accelerates the
measuring up to 4500 mm/s2 as it motions swiftly and
smoothly at speeds up-to 750mm/sec. This allows for high
speed scanning and rapid and precise positioning between
coordinates.
Easy to use, flexible to set up
CORE utilizes the I++ DME interface allowing the unit to
be supplied with a choice of software's. Standard offerings
include the benchmark Metrosoft QUARTIS from WENZEL
Metromec in Switzerland and the renowned OpenDMIS
software. Both Metrosoft QUARTIS and OpenDMIS offer
a shop floor program launch interface allowing machine
usage by unskilled personal.
For further details contact Trimos Sylvac on
TEL: 012 661 4161

CNC precision &
performance
Wire EDM

Excellen
t
Value

Ctek KM 180D

V400

Milling Machine

Submerged and flushing type

EX-STOCK
SUBMERGED
EX-STOCK

X/Y Travel: 400x300mm Z Travel: 260mm Max. Work Piece Size: 750x550x255mm
Max. Work Piece Weight: 450kg Max. Taper Angle: 30 degrees Submerged Type

X axis travel - 1800mm Y axis travel - 650mm
Z axis travel - 620mm BT40 carousel-type toolchanger
8000 rpm spindle 15HP spindle motor 1.5KW AC axis servo motors

HXF Hybrid

Energy Efficient

Servo driven hydraulics Low noise
European servo technology Latest microprocessor
Machines up to 168 tons available ex stock
CE Rated From 58 – 1600 ton

88 - 168 TON
EX-STOCK

Akira-Seiki Performa
V5.5 - XP

BML420L
Fanuc Control CNC Lathe

EX-STOCK

XP-Series with ARM-TYPE
Tool Changer or with
Carousel Tool Changer

EX-STOCK

Standard accessories: Fanuc Oi-TD control 12” Strong Hydraulic Chuck
90mm bar capacity 10 station turret

X axis travel - 1350mm Y axis travel - 640mm Z axis travel - 660mm
Table size - 1500x600mm 30HP spindle motor 12000 rpm spindle speed

MJH Machine Tools

cc

Tel 031 705-7514 | Martin: 083 276 0128 | Email martin@mjhsa.co.za | www.mjhmachinetools.com
Unit 2, Greenview Park, 30 Nipper Rd, New Germany Kwa-Zulu Natal
AGENTS JHB Chris – 082 330 2342 | P.E. Wayne – 084 402 3033

Vargus TMSD carbide tooling produces
top gear manufacturing results

T

he TMSD range of indexable
carbide inserts from
specialist tooling
company VARGUS offers
manufacturers of gears,
splines and racks an
unrivalled range of advantages
compared with conventional
hobbing and other gear
production routines.
TMSD can slash machining and
set-up times by at least 50% while also
generating superior quality finished
machined components due to higher
cutting speeds than are possible with HSS
tooling and the elimination of subsequent
finish grinding or shaving routines.
TMSD is suited to the machining of
both straight and helical teeth gears, and
gear modules from 1 mm to 6 mm.
All materials can be accommodated,
from very soft to hardened steels of
60 HRC. Each insert profile in the
TMSD portfolio is supplied with the
appropriate module shape of one, two or three
cutting corners (special forms can be supplied), and the
ability to achieve a full profile in accordance with
Class 7 DIN 3962.
Importantly, because the tooling focuses on carbide
inserts located in 'standard' tool bodies for end, shell

and disk milling on three-axis CNC milling machines
(the cutting edge is subject to relatively low loads),
TMSD is affordable for companies of every size across
all industry sectors.
This is in stark contrast to the usual
need for ultra-expensive
hobbing machines and
tooling (which also
needs recoating after
regrinding) with their
inherent lengthy set-up times. Likewise,
traditional milling disks are often only suitable for rough
machining on softer materials.
TMSD, therefore, alleviates the cost and
potential quality problems for many companies
where relatively small batches do not justify
the expense of a dedicated machine - and for
manufacturers, especially, the TMSD route
eliminates the cost and time involved with
sub-suppliers.
The benefits of VARGUS TMSD tools are clear:
in one case, involving a 40.5 mm diameter 42CrMoS4V
gear with 52 teeth, a TMSD milling operation took just
5 seconds to produce each slot - 75% faster than the
former hobbing routine! TMSD also produced similar
savings in one spline milling application, reducing gear
rack production from 10.7 min to only 3.3 min. Similar
benefits have also been achieved with plastic gears.
For further details contact Pilot Tools on
TEL: 011 607 1800

Economical milling as
easy as 1, 2, 3 with new
CoroMill 316 cutting heads
Three new styles of inserts for the CoroMill 316
exchangeable head milling system.

T

he 3 new designs of end mill, each with 2 cutting
edges, are perfect problem solvers with maximum
strength and security and extend the depth of cut for
the CoroMill 316 range to 0.8 x Dc.
The new range comprises of a ballnose for profile
milling, aluminium machining, and finishing equipped with
a strong cutting edge for profile roughing.
A corner radius for slot milling, shoulder milling,
plunge milling, face milling, ramping and pocketing;
excellent for chip evacuation problems when
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slot milling and finally a chamfer for chamfer milling
of different angles and optimised for spot drilling
capability.
The system of exchangeable end mills are connected to
tool shank by a unique threaded coupling which combines
high-strength with guaranteed accuracy. The tool is based
on CoroMill Plura geometries and is available in the latest
PVD grade technology.
For further details contact Sandvik Coromant on
TEL: 0860 101 008

Voortman's
V320C and V330S
plate processors

M

arket demand
prompted Voortman to
design and build two
new styles of plate processors.
The success of these two
very different systems has
surpassed the company's
own expectations as
Voortman customers around
the globe have embraced
both concepts.

The success
of these two
very different systems
has surpassed the
company's own
expectations

Why two types?
When Voortman's sales and engineering departments
began discussing plate processing solutions, it was
very clear there was a need for two additional types
of plate processing machines. The first machine had

to be a vast improvement on the current single pass plate
processing systems on the market; one that can measure,
transport plates and process them entirely. The second
machine would distinguish Voortman as the global
innovator of steel processing machinery, pushing levels of
productivity to a whole new level.
What's in the name C and S?
The "C" model is a combined drilling, tapping, layout
marking and thermal cutting plate processing system.
The cutting, drilling, tapping and layout is conducted
on one gantry as the plate is fed through the machine
via a gripper measuring system. The gripper measuring
system combined with a second slave gripper running
on a ground way eliminates edge condition and material
waste issues associated with roller feed measuring
systems. The linear guides, which the gripper systems is
positioned on, ensures accuracy not realized by dated
systems and allows the plate to be fed all the way to the
cutting torches to maximize material utilization. The "C"
model is best suited but not limited to small parts that can
be automatically removed without interrupting production.
The "S" model is a dual gantry plate processor that
splits the drilling, tapping and layout marking on the first
gantry and thermal cutting and thermal layout functions on
the second gantry to allow for both processes to occur
simultaneously. By enabling all these functions to occur
simultaneously productivity can increase up to 45%! The
machine automatically moves the plate from the drilling
gantry to the thermal cutting gantry with an integral
magnetic lifting system to eliminate the need for a crane in
most cases. This system is best suited to producing larger
parts in a high output environment.
Each of the Voortman plate processing systems can be
utilised in a fully automatic MSI (multi system integration).
This allows for stock plate to arrive via automatic material
handling from a shot blaster directly to the plate processing
system.
For further details contact Rijva Quality Machines on
TEL: 011 827 0639
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Gasparini X-Press
press brakes

T

he features of the Gasparini new X-Press press brake
lines includes machinery with bending power ranging
from 25 to 1,500 tonnes, for total lengths of 1,250 to
10,000 mm and the ACSG1 active crowning system
and the REFLEX false frame compensation system. Both
of these systems are standard features on all Gasparini
presses.
Some important new features include the reinforcement
of the structure with the rear RPS back gauge, now
equipped with an integrated safety device that prevents
the tools from being knocked, which can even be upgraded
to 6 axes and equipped with additional back gauge
fingers.
Another significant innovation is the use of a renovated
hydraulic system: a system which has been entirely
designed by Gasparini to provide for even lower oil

temperatures, as well as to guarantee additional flexibility
for customisation.
This system has even provided for a significant increase
in operating speeds (from 10 mm/s to 17 mm/sec) for the
Robot configurations.
One of the newly available options is the TIP-TAP:
a multi-pedal, programmable system that provides for more
ergonomic and safer working conditions for multi-station
processing operations, thus reducing downtime and, as a
consequence, increasing productivity.
Some of the other available options include the
hydraulic and pneumatic clamps, the front supports and
the hydraulic sheet followers, while the performance of the
GPS4 bending angle control system has been improved
with a new self-cleaning guidance system.
For full details contact Talmac on TEL: 011 827 6539

MicroStep Group AquaCut Series
®

A

quaCut machines represent high-precision
CNC waterjet cutting technology designed for
processing of a wide variety of materials including
those that cannot be subject to thermal or mechanical
stresses. Pure water or abrasive cutting can be applied to
metal, stone, marble, armoured glass, ceramics, plastics,
wood, corrugated cardboard, foamed material as well as
sandwich materials. Machines can be equipped with 5 axis
rotary head and also combined with plasma technology.
The standard MicroStep waterjet cutting machine range
covers cutting width 1.5m
to 3.5m and cutting
length 3m to
18m.

Special orders can be taken from customers wanting
machines outside of this range. All machines are based on
a precision engineered and compact framed construction
and are optimally adjusted to waterjet cutting purposes for
materials as diverse as metal, stone, marble, armoured
glass, ceramics, plastics, corrugated cardboard, foamed
material, as well as sandwich materials.
The machines offer some highly innovative features.
These include a programmable bevel head that allows
angled cuts of +/- 450, additional plasma stations, drilling
heads with auto tool change and a camera system to take
templates into the CNC or nesting systems. There is
also the facility for remote servicing with
modem/internet access that allows full machine
diagnostics to be undertaken. This can
eliminate the need for site service visits and
cut drastically the time that does have to
be spent on-site when visits are needed.
For further details contact Knuth SA
on TEL: 011 397 8240

The machine offers some
highly innovative features
such as a programmable
bevel head that allows
angled cuts of +/- 450,
additional plasma stations, drilling
heads with auto tool change and a
camera system to take templates into
the CNC or nesting systems
92 METALWORKING NEWS

V 1 1. 1

March 2012

Delcam's New PartMaker
Version 2012 officially released
Latest PartMaker version featuring a range of new and
enhanced capability is now available to end users.

P

artMaker Inc., a division of Delcam Plc, has released
PartMaker Version 2012, the latest version of PartMaker
Software for programming CNC Mills, Lathes, WireEDM,
Turn-Mill Centers and Swiss-type. Major highlights of PartMaker
Version 2012 includes a host of new functionality across the entire
suite of PartMaker applications including improved visualization,
more powerful simulation of vertical and horizontal machining
centers, support for the latest breed of multi-axis Bar-Fed Mills,
Turn-Mill Centers and Swiss-type lathes, greater flexibility and
control in process development and much, much more.
"PartMaker Version 2012 will help our customers
continue to 'raise their game' to stay ahead in an increasingly
competitive manufacturing landscape," says Delcam's
PartMaker Inc. division President Hanan Fishman. "PartMaker
Version 2012 includes an array of new features and
functionality that will benefit every PartMaker user. There's
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just so much for PartMaker users to be excited about with
PartMaker Version 2012."
Variable depth cylindrical milling
PartMaker Version 2012 includes a new, powerful 3D
surfacing strategy as an enhancement to the Surface Machining
Wizard (SMW) module. This new strategy allows the user to
perform 3D surface machining using cylindrical interpolation.
This powerful, new rotary machining functionality allows for
creation of more complicated part features for complex parts
being made on 4-axis Mills, Turn-Mill Centers and Swiss-type
lathes.
Simulation of B-Axis gang style Swiss-type lathes
PartMaker Version 2012 supports the simulation of the
latest generation of Swiss-type lathes, those equipped with a

programmable "B-Axis" on a gang slide.
PartMaker Version 2012 will allow you to
take advantage of the newest breed of
B-axis enabled gang-style Swiss lathes,
better understand the benefits of using
B-axis gangs for their ability to add more
live tooling in a single set-up and simulate
and collision check complex 5-axis
simultaneous tool paths. This improved
simulation supports models from the
leading Swiss-lathe builders offering
machines with this unique architecture.

Full
Machine Simulation for milling
PartMaker Version 2012 extends the
software's powerful Full Machine
Simulation technology to vertical and
horizontal machining centers as part of the
new Kinematic Milling Simulation (KMS)
module. This new functionality in
PartMaker Mill simulates the kinematic
motion of a CNC Milling machine's
programmable axes. It supports 3, 4 and
5-axis vertical mills as well horizontal and
vertical tombstone set-ups and provides
more realistic simulation and more
comprehensive collision detection.
Set-Up Assemblies for milling
PartMaker Version 2012 features the
ability to import fixture models into the
PartMaker programming environment to
simulate tool paths for vertical and
horizontal milling machines in a more
realistic manner and avoid collisions
between tools and work holding. The new
Set-Up Assembly Feature, part of the new
Kinematic Milling Simulation (KMS)
module, allows the user to quickly
designate the various components Set-Up
Assembly as a stock, fixture or machining
table in a visual and intuitive manner.
Fixture models can be imported from
virtually any 3D CAD system or directly cut
and paste from Delcam's PowerSHAPE.
Multiple process drag and drop selection
PartMaker Version 2012 allows the
user to optimize and rearrange machining

processes faster and easier than ever
before. The new version allows processes
to be simply dragged and dropped into
place on PartMaker's Process Table. It also
lets multiple processes be selected and
moved at the same time, rather than
having to move processes individually as
was the case before.
Support for new bar-fed mill and
multi-axis lathe architectures
PartMaker Version 2012 supports a
number of new, cutting-edge architectures
found on today's latest Bar-Fed Mill and
Turn-Mill Center offerings. This new
technology has been developed in concert
with a number of the industry's leading
machine tool builders. It includes support
for such unique machine tool architectures
as the Star SF and Mori-Seiki NTX where
the sub-spindle can work at articulated
positions in addition to the articulation of
these machines' tool head in the B-axis
plane.
Enhanced tool path visualization
and control
PartMaker Version 2012 provides much
improved visualization across the entire
PartMaker applications suite. This
enhanced visualization includes the ability
to display a 3D model of the stock being
machined at any time without having to
import a solid model as well as the ability
to see tool paths and tool path verification
on a 3D stock model even when no 3D
model is available. Doing so allows the
user to see the part in 3D before going to
machining simulation, speeding up
programming and reducing the chance of
error. Additionally, the visualization and
creation of tool path Approach and Escape
points have been improved by allowing
these points to be quickly defined with
convenient snap modes. Approach and
Escape points can also be much more
clearly visualized after creation in
PartMaker Version 2012.
Additional productivity enhancements
In addition to the improvements
mentioned above, PartMaker Version 2012
includes a host of other productivity
enhancements including the ability to
directly output PartMaker's graphical set-up
sheets to Microsoft Excel, a direct
Copy/Paste functionality from
PowerSHAPE, 64 Bit version availability,
tapered Thread Milling support, improved,
more robust network licensing,
more flexible sub-spindle control for twin
spindle machines, improved CAD data
translation, crisper rendering of imported
solid models and improved 4 and 5 axis
milling table definition.
For more information contact
PBS Machine Tools on TEL: 011 822 4927
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Bystronic innovations
for fiber laser cutting
Higher laser power and automatic adjustment of the focus position
make the BySprint Fiber more flexible.

S

ince the turn of the year 2011/2012, Bystronic has
been offering its BySprint Fiber both with two-kilowatt
laser power and now with a three-kilowatt laser
source. The new Fiber 3000 laser source increases the
maximum thickness of sheets to be processed from
12 to 20 millimeters with steel; from 6 to 8 millimeters

A further innovation with fiber laser cutting is the
ByPos Fiber, on which the focus position can be
automatically adjusted. This is necessary in particular
when the type of material is changed between two orders.
ByPos Fiber will be fitted as standard to all BySprint Fiber
systems that are ordered after the new year, independent

As a result of its higher power, the BySprint Fiber with the Fiber 3000 laser
source is thus considerably more flexible in its application
for stainless steel, from 6 to 12 millimeters for aluminum;
and for copper and brass to 6 millimeters. As a result
of its higher power, the BySprint Fiber with the Fiber 3000
laser source is thus considerably more flexible in its
application.
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of the selected laser power. For systems that were
delivered without the ByPos Fiber, a retrofit kit will be
available from the third quarter of 2012.
For further details contact the local agents First Cut on
TEL: 011 614 1112

CAMWorks
is an intuitive feature based
CAM solution

C

AMWorks was the first fully integrated computer-aided
manufacturing (CAM) solution designed exclusively to
operate in SolidWorks® and the first to offer
knowledge-based, feature recognition, and associative
machining capabilities within SolidWorks.
CAMWorks uses the same SolidWorks geometry to generate
toolpaths to ensure the part you machine is the same part
you've modeled. Toolpath
simulation allows users
to compare "as designed"
parts to "as machined"
parts. The part
model-to-toolpath
associativity in
CAMWorks increases
machining productivity
and lowers manufacturing
costs by eliminating

time-consuming CAM system rework due to design updates.
CAMWorks eliminates the drudgery of CNC programming
with Intelligent Machining through automation. Pioneered by
Geometric Technologies, this suite of tools automates the
generation of toolpaths based on a knowledge-based
database. It eliminates hours of complex programming through
Automatic Feature Recognition (AFR) that automatically defines
prismatic
machinable
CAMWorks
features, while
eliminates the
the TechDBTM
(Technology
drudgery of
Database)
CNC programming
defines machining
operations to
with Intelligent
automatically
Machining through
generate accurate
toolpaths at the
automation
click of
a button.
CAMWorks machining modules include: 2½ Axis Mill,
3 Axis Mill, Turning, Mill-Turn with 5 Axis Simultaneous
Machining Support, 4/5 Axis Simultaneous Machining, and
Wire EDM.
Features
• Seamlessly integrated within SolidWorks
• Feature-based machining
• True model associativity
• Knowledge-based machining
• High-speed machining strategies
Benefits
• Eliminates time-consuming CAM system rework due to
design updates
• Eliminates hours of complex programming through
Automatic Feature Recognition
• Automatically accommodates changes to the part model
• Automatically generates accurate toolpaths at the click
of a button
• Increases machining productivity
About Geometric Technologies, Inc.
Geometric Technologies, Inc. (formerly TekSoft) is an
industry leader in developing advanced manufacturing
software. Geometric Technologies sells its products through
140 resellers in 40 countries and has an installed base of over
33,000 licenses. Customers include the mold-making,
aerospace, computer, woodworking, and automotive
industries, among others.
For more information on CAMWorks call the South African
Reseller Edwin Roth Pty Ltd on TEL: 011 970 1930 or visit
http://www.camworks.com
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Short machining times - Chiron

D

ouble productivity and the greatest precision are
provided by the energy and space-saving DZ 15 FA
twin-spindle machining center with 2-axis tilt rotary
table, doubled fifth axis and torque drive. Spindle speeds
of 2 x 15,000 RPM make the DZ 15 FA
a perfect fit for fast and
dynamic machining.
Direct measuring
systems, which
have a position
precision of
± 5µ, ensure
that this
is done
simultaneously
with the
greatest
precision.
The
Chiron 15
Series of fast,
powerful single and
twin-spindle precision
machining centers are
designed for profitable

100 METALWORKING NEWS

V 1 1. 1

March 2012

high volume production. Chiron equips these models in
multiple versions to accommodate many applications.
5-axis (using trunnion-style dual-axis rotary table) models
increase flexibility. Machines can be equipped with pallet
changers. Multiple versions of spindles provide up to
20,000 RPM.
For more information contact Edwin Roth Pty Ltd on
TEL: 011 970 1930

TaeguTec
has expanded its MPT line
of modular boring heads for finishing
and roughing, offering customers
versatility in boring applications

M

odular Precision Tooling (MPT) from TaeguTec
is a complete system solution for boring,
milling, drilling and tapping. The system has
been developed to deliver optimal results in turning
centers, machining centers and additional manufacturing
systems. The system incorporates 'simple to use and
flexible to adopt characteristics. It is renowned for its
clamping rigidity and high precision capabilities. In
particular, the MPT coupling provides the ultimate in
rigidity and concentricity during machining. This is a
credit to the conical cylindrical fitting and a radial
expanding bolt for robust clamping during operation.

All systems in the
MPT range
incorporate
internal coolant
as standard.
Now TaeguTec
has expanded its
MPT line of modular
boring heads for
finishing and roughing,
offering customers
versatility in boring
applications.
BHE type boring head
for finishing
• Expansion offers economy and a wider range
for finishing.
• With diametric adjustable range as precise as
0.01mm, the BHE Boring Head minimizes potential errors
during setting.
• The built-in vernier scale option offers end-users
precision adjustment as exact as 0.002mm diameter.
• IHFF & IHRF insert holders (BHF type boring head)
are compatible with the BHE type boring head.
• Internal coolant holes directed to the cutting
corners.
• BHE kits are now available as standard items.
BHC type combi boring head for roughing & finishing
• The new BHC boring head is a multi-functional tool
for both roughing and finishing without the hassle and
downtime of tool changing.
• The finishing adjustment is based on the same
mechanism as that of new BHE head.
(Main scale: 0.01mm, vernier scale: 0.002mm)
• Boring head's clamp system allows both roughing
and finishing insert holders to be fastened simultaneously.
• Exclusively designed insert holders for BHC type
combi boring head.
- IHRF..C, IHFF..C: Finish machining insert holder
- IHSR..C: Rough machining insert holder
• Internal coolant holes directed to the cutting
corners.
For further details contact TaeguTec South Africa
on TEL: 011 362 1500
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Valenite
Tiger-tec Silver
W

alter has announced Walter Valenite Tiger-tec
Silver for turning. A combination of three new
insert grades and four new geometries developed
in parallel that can reportedly boost the productivity of
steel turning applications by up to 75%.
Tiger-tec Silver advantage begins with a newly
formulated aluminium oxide coating with an optimized
microstructure that delivers superior resistance to crater
wear and flank wear as well as to plastic deformation,
considerably reducing machining times. A new coating
post-treatment generates a residual stress rate that boosts
coating toughness and ensures higher process reliability in
mass production.
The inserts also feature a new micro-edge technology
that makes it possible, in some cases, to increase tool life
by over 30%, and a new silver flank face for easier wear
detection. In addition, the insert seating surface is ground
after coating to ensure optimum seating in the toolholder.
This combination of advanced material and innovative
design is especially realized in three new grades and four
new geometries.
The new grades are designated WPP10S, WPP20S,
and WPP30S. WPP10S offers the highest temperature
resistance and hardness. It has excellent wear resistance
and is suitable for processes ranging from continuous
cutting to minor interrupted cuts at very high cutting
speeds. WPP20S, the medium-grade, is suitable for use
as a universal cutting material for processes ranging from
roughing to finishing, and brings exceptional reliability to
automated production. WPP30S, the toughest of the three,
brings maximum reliability to the most difficult
applications, such as interrupted cuts and unstable
conditions.
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In addition to the
three grades, Tiger-tec
Silver for includes four
new geometries
developed in parallel
and matched to one
another to ensure that
the complete range
of steel turning
applications is
supported, reducing
the number of insert
types a user
needs.

For facing and light cuts, the FP5's double V chip breaker
provides reliable chip control during turning operations
from 0.008-in. depth of cut. It has a positive, curved
cutting edge to reduce the tendency to oscillate, thus
allowing excellent surface finishes; and its undulating chip
formers prevent chip packing in turning and facing
operations. The MP3 geometry excels at medium
machining. Its cutting edge is ideal for machining forged
parts such as gearwheels, ball joints, transmission shafts
or cold pressed sheet components such as cover plugs or
converter housings. The spherical design of the surface the so-called "bullet design" - gives the chip greater rigidity
for optimum chip breaking.
The versatile MP5 geometry was specifically designed
for general machining. From smooth cuts to bar stock and
interrupted cuts, the MP5 can handle them all with its
versatile and stable "basket arch" design cutting edge. In
addition, its reinforced chip breaker blades ensure better
chip breaking and reduced tool wear. The RP5 geometry is
designed for roughing. The strong, positive 3 degree
chamfer reduces power requirements and its open, deep
and wide chip breaker groove generates a low cutting
temperature, reducing wear.
For more information contact Spectra Carbide on
TEL: 041 403 1500

