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Getting away from it all – not easy

W

ith the busy lives that we lead these
days it is not always easy to get away
completely from the modern world,
to rejuvenate the batteries. In fact I would go
as far as to say it is impossible even if you
are stuck in the middle of the jungle. With the
advanced communications equipment, some
call them toys, at our disposal you are able to
keep up-to-the-minute with what is happening
in the world at the touch of a button. Satellites
buzzing around in the skies above are to blame
for this and have become a necessary ‘evil’ in
our daily activities because we choose to let
them invade in more ways than I can mention.
I might add that most of these communication devices that link to the
satellites are positive and we can not live without them.
It was therefore refreshing when recently my family and a few friends were
able to take time off to partake in one of the seven Wilderness Trails that are
available to visitors in the Kruger National Park. These trips are planned well
in advance and the anticipation of interacting with nature, not knowing what
will be around the next bush, is heightened as the time draws nearer.
The trail camps are very basic but adequate and safe although you
always have to be aware that you are in a game reserve and there are many
’unpredictable’ wild animals around. The beauty of these trails camps is that
they are away from any of the main camps and public roads so your chance
of coming into contact with other humans is remote. There is no TV, radio,
telephones or even cellphone communication because Sanparks has very
sensibly blocked off connection.
You are there to enjoy the sites and sounds of nature and the animals.
Included are daily walks where you really get to interact with nature, and
in the process discover what a wonderful opportunity it is to experience,
particularly when the unexpected happens. These walks are not strenuous
for the reasonably fit and healthy. At most you will cover 12 kilometres
depending on what you see.
This latest trail was our sixth occasion that we have participated and every
time they fail to disappoint. Even though you are only there for three nights
and two full days you come back exhilarated and refreshed.
However the stark reality of the poaching and killing of our rhinos was
there for all of us to see. Many times a day we had ‘sightings’ of spotter
planes, helicopters and SADF, SAP and SAPARKS vehicles and personnel in
search of poachers or evidence thereof. The usual tranquillity that we had
experienced on previous trips had been shattered. Granted we were in an
area that was less than 10 kilometres from the border of our neighbouring
country, where supposedly the poachers are infiltrating from. While we were
there another four rhinos were slaughtered in close proximity.
Nonetheless we still had some lifers and came back rested, but it made
us realise just how dirty this rhino killing business is.
In reality the authorities are fighting a losing
battle and will continue to do so until an
international moratorium is imposed.
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Why aren’t more manufacturers using
Minimum Quantity Lubrication?

M

etalworking operations have an obligation to develop
sustainable manufacturing solutions. Some readers
might think this a bold statement, because although
the idea of sustainability is being defined better and
understood better, many manufacturers are still not taking the
necessary steps to implement newer, proven technologies that
foster sustainability.
One of these technologies is Minimum Quantity Lubrication
(MQL). MQL eliminates large quantities of water and oil-based
coolants and replaces them with a small quantity of lubricant
mixed with air. This air-oil stream is precisely metered and
delivered to the cutting tool's edge. The philosophy behind
MQL is based on a simple principle – more is not always better;
use only what's needed for the application, because enough is
as good as a feast.
Manufacturers applying MQL are reaping many
sustainable benefits. Their workers are safer, with both short
and long-term benefits. Operators, skilled tradesmen, and
engineers are no longer exposed to the toxicity, bacteria,
and fungi risks that come with traditional “wet” machining.
The small amount of oil used for MQL is generally based
on vegetables or esters, which are less harmful to humans.
Our environment is cleaner because there are no used
cutting fluids that must be disposed of according to stringent
regulations – and this benefits everyone and helps change

the “dirty” perception of manufacturing. Oil and other wastes
present significant disposal impacts and implications to
our environment. While legislation and regulation specify
mitigation to the environment, enforcement of this legislation is
challenging, expensive, and difficult.
In addition, metal chips produced during MQL machining
are nearly dry, and much cleaner than chips produced with
conventional approaches. Near-dry chips are easier to recycle
and more valuable as a recycled material.
Most manufacturers still associate sustainability with higher
costs. However, when we break down the investment and
operating expenses of “wet” manufacturing systems, just how
much these conventional systems cost becomes much easier
to understand. Transferring, recycling, and pressurizing coolant
results in significant costs for coolant supply, filtration, and mist
collection equipment. Operating “wet” equipment produces
increased and on-going lifecycle costs in the form of energy
consumption, chemical maintenance, water make-up,
disposal of used cutting fluids, and then starting the cycle of
waste/recovery all over again by replenishing consumed fluids.
The pie chart illustrates the investment and operating
expenses of a typical machining system producing a
large volume of aluminium transmission components for
automobiles, with water-soluble coolant.
So, with all of these benefits, why aren’t more
manufacturers implementing MQL technology? As an industry,
why aren’t we behaving more responsibly to implement
sustainable manufacturing processes and systems in our
factories? In most cases, do we hide behind the myth that
sustainability adds cost? In the case of MQL, we have proven
sustainability pays for itself. So again, why aren’t more
manufacturers insisting on MQL solutions? Is it fear of new
technology or the cultural change associated with it?
These questions and others are a real challenge for our
industry. Until we answer them and have the courage to
change our behaviour, we cannot embrace a new idea like
sustainability. So, what is the worst thing that can happen?
The answer is that we may miss the next real technology
opportunity to restore American manufacturing
leadership – and no one can afford that.
This is the viewpoint of
Doug Watts the chief technical officer for MAG Americas.
Contact him at doug.watts@mag-ias.com.
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Sandvik Coromant 2012:
Year of the drill
Next generation drills offer next level benefits.

C

utting tool specialist Sandvik
Coromant says that its
latest products in the
drilling technology area (including
solid carbide, indexable and
exchangeable tip drills) present
tremendous opportunities for
customers to make genuine
competitive gains.
Customers this year are
already benefiting from two new
drilling concepts: the CoroDrill®
860, the world’s fastest solid
carbide drill; and CoroDrill 870, a
brand new type of exchangeable
head drill.
The secret behind CoroDrill
860 is completely new geometry
combined with a specially
developed flute shape that offers
a cutting edge optimized for
effective chip clearance, even at
increased rates of penetration.
A further benefit is that the 50
per cent lower cutting forces also
provide fewer problems when encountering issues such as
weak fixtures, thin-walled components or undesirable loads on
the cutting edge.
The CoroDrill 870 exchangeable tip drill exhibits a unique
and highly secure coupling interface between the drill body and
tip to ensure high reliability and precision. Furthermore, the
quick and easy tip change procedure helps to maximize active
machining time – tip changing can be performed while the tool
is still in the holder.
Such innovation
builds on other recently

introduced
drills from
Sandvik
Coromant,
such as
CoroDrill
881,
which is
optimized
for small
hole
drilling.
Featuring strong insert
design for improved reliability in
unstable conditions, such as when
using older or less rigid machine
tools, and a shot-peened drill body
for enhanced fatigue resistance,
users are assured of increased
hole making security and greater
precision.
Another is CoroDrill 880.
The drill’s uniquely shaped centre
insert uses ‘step technology’ to
facilitate smooth entrance into the
workpiece, balancing cutting forces perfectly.
This enables feed rate gains of up to 100 per cent, which in
combination with four true cutting edges and wiper geometry
can halve cost per hole.
To provide even further support for customers using
solid carbide drills, Sandvik Coromant offers a complete
reconditioning service. Original geometry and coating can be
fully restored, offering a cost effective
means of achieving ‘as-new’ performance. The price of
reconditioning is 10-33 per cent of a new tool, depending
on the tool type. Sandvik Coromant estimates that
reconditioning tools three times reduces tool cost by
50% or more compared to new prices. The service is
valid for CoroDrill 860, CoroDrill 861, R840, R841,
R842, R846 and R850.
Next-generation deep hole drills –
CoroDrill® 861 provides higher stability for
depths up to 30xD
Sandvik Coromant introduces the CoroDrill 861,
a brand new range of solid carbide drills for deep hole
drilling applications. Featuring Advanced Chip Management
(ACM) flute geometry, the new drills are able to generate small,
manageable chips. This, combined with specially designed
point geometry to reduce thrust forces and patented
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double-offset margin geometry, helps
provide the high stability necessary for
drilling deep holes in the most expedient
and efficient manner.
Effective chip evacuation is critical when
deep hole drilling. The build up of heat and
friction resulting from an accumulation of
chips can impact on productivity and tool life,
even leading to drill breakage and downtime in
some instances. With CoroDrill 861, Sandvik
Coromant provides consistent edge
preparation that protects the cutting
edge from premature chipping and
flaking, thus helping to minimize
cost-per-hole.
Using its innovative
geometry, CoroDrill 861
produces
accurate, deep holes to
depths of
12-30 x drill diameter,
without pecking.
Using a suitable high
precision chuck,
H8-H9 is the achievable
hole tolerance in workpiece
materials in the steel, stainless steel, cast iron and
non-ferrous metal application areas. Internal coolant holes
deliver coolant directly to the tip of the drill even at deep
drilling depths, further aiding precision and chip evacuation.
As well as conventional drilling, CoroDrill 861 is capable of
producing cross-holes, and holes in angled faces, making it
highly desirable for automotive powertrain shops producing
components such as crankshafts, engine
blocks and cylinder heads.
In a customer performance trial, using
a 10.3 mm diameter CoroDrill 861 for
horizontal drilling operations in alloy steel
produced remarkable results. Drilling to a
depth of 140 mm (15xD), the tool achieved
60 per cent higher productivity than a
comparable competitor drill (in 30 minutes
machining time). With machining feed rate
increased from 561 to 917 mm/min,
CoroDrill 861 demonstrated an impressive
drilled length of 27.5 m, compared to the
competitor drill, which completed 16.8 m.
CoroDrill® 862 provides outstanding
micro-drilling performance –
High productivity micro-holes up to
12 x drill diameter
The new Sandvik Coromant micro-geometry drills are
demonstrating outstanding performance for holes up to
2.95 mm diameter. One of the differentiating factors of the
CoroDrill 862 range is its effective coating that helps retain
cutting edge geometry and provides a smooth surface for chip
evacuation. Furthermore, it helps prolong tool life in workpiece
materials that include steel, stainless steel, cast iron and
aluminium.
The innovative surface engineering on CoroDrill 862
combines with specially designed point geometry to reduce
thrust forces and promote fast and efficient chip removal.
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This is aided further by Advanced Chip
Management (ACM) flute geometry which makes
the chips small and manageable. Evacuating
chips when micro-drilling is vital as even the
smallest accumulation can lead to problems such as
drill breakage, loss of precision, downtime and scrap.
The Sandvik Coromant CoroDrill 862 provides good hole
entry and exit, and achievable hole tolerance of H8-H9.
Internal coolant holes deliver coolant directly to the tip of the
drill, even at deep drilling depths, to further assist precision
and chip removal.
In a customer trial based on a gear wheel machined from
alloy steel, a 2 mm diameter CoroDrill 862 cutting to a depth
of 24 mm achieved a total cost per hole some 50 per cent
less than a comparable competitor drill. CoroDrill 862 was
able to complete 650 holes, equating to 15.6 completed
gear wheels before requiring replacement. This compared
to the competitor product, which could only manage 417 holes
(10.02 gear wheels).
Available in diameters of 1.85 to 2.95 mm (3 mm shank
diameter across the range), CoroDrill 862 offers lengths of
8-12 x D. The drills are only for use with HydroGrip® high
precision chucks from Sandvik Coromant.
Sandvik celebrated 150 years on 31 January 2012
On 31 January, it was 150 years to the day since Göran
Fredrik Göransson's new company was formed in Sandviken,
Sweden.

An aerial view of Sandvik’s headquarters in Sandviken, Sweden

At that time, Sandvik was first in the world to use the
Bessemer process, which would revolutionise steel
manufacturing. The company quickly became one of the
world's leaders in its industry.
For 150 years, Sandvik has successfully operated and
evolved by continuously being innovative and identifying new
opportunities in the markets and through various shifts in
technology. With the talent, experience and commitment of
50 000 employees across the globe, Sandvik now casts its
gaze to the future and continues its journey.
On 31 January, Sandvik hoisted the anniversary flag and
enjoyed a spectacular fireworks display in Sandviken. An
anniversary issue of the Group magazine Meet Sandvik has
been published in 14 languages and a book presenting
the company's successful development was released in
March. During the anniversary year, various events
will be arranged by all of Sandvik's companies
worldwide.
For further details contact Sandvik Coromant on
TEL: 0860 101 006 or Mary-Ann Germishuys on
TEL: 011 570 9615 or email: mary-ann.germishuys@sandvik.com

The G6 – still outgunning
the competition after 25 years
Twenty five years after it astonished the global
defence community South Africa’s G6 self-propelled
Gun-Howitzer still sets the standards against which
all long-distance artillery are being measured.

T

“

he G6 was ahead of its time when it was first launched
in 1987,” says Stephan Burger, the CEO of Denel Land
Systems. “Through our continuous research and investment
in the gun we have ensured it remains ahead of the pack as the
most versatile and reliable artillery system in its class.”
“We are still outgunning all our global competitors by a wide
margin,” he says.
Burger says Denel Land Systems (DLS) is undoubtedly a
world leader in the design, development and manufacturing of
artillery. Modern armies still require agile and flexible artillery
systems to support troops involved in both high-intensity warfare
and peace-keeping operations.
Artillery is used to establish fire superiority and hit
high-value targets over long distances providing armies with a
tactical and operational edge against enemies. The fact that it is
self-propelled enables it to keep pace with mounted infantry and
armour units over extended distances.
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Based on the locally-developed G5, the 155mm G6
revolutionised artillery with its ability to hit targets over
exceptionally long distances with an outstanding degree of
accuracy. Mounted on a wheeled chassis the G6 is
self-propelled, giving it a remarkable agility and ultra-quick
reaction time. Its ability to hit targets more than 65km away at
a rate of fire of six rounds per minute confirmed its reputation
as one of the most versatile artillery systems ever developed.
In addition to the South African National Defence Force the G6
has also been acquired by the United Arab Emirates and Oman.
Burger says Lyttelton Engineering Works – the predecessor
of Denel Land Systems – initially designed the G6 to meet the
need for an accurate, long-range artillery system that is highly
mobile and easy to operate.
The upgraded G6-52, was first launched in 2003 and is
continuously being modified to “remain at the front of the pack”
in modern artillery systems.

the dti pins growth,
job creation hopes
on latest IPAP
the dti launched the 2012/13 to 2014/15
Industrial Policy Action Plan (IPAP) at the
Industrial Development Corporation (IDC) recently.
“

W

e introduced IPAP some years
ago based on recognition that
manufacturing is an essential
driver of any developmental effort. Many
of the manufacturing sectors have high
job multipliers which fits in with the
priority of job creation in this economy,”
said Trade and Industry Minister Rob
Davies.
The new plan puts more focus
on labour-intensive and value-adding
manufacturing sectors, such as
engineering industries, capital goods,
agro processing, and chemical sectors.
The R5.8 billion manufacturing
competitiveness enhancement
programme (MCEP) announced
in the February Finance Minister's budget
will soon come into effect, according to

process services, and capital intensive
sectors.
“We will put it out for public comment
soon, with an aim to have the programme
operating from next month. It will operate
like other incentives, and some parts of it
will be housed with the IDC,” Davies said.
Also new in the latest IPAP is a section
on special economic zones (SEZs), with
Davies noting that they were hoping to
see “a broader range” of SEZs being
declared. A R2.3 billion budget allocation
has been made for SEZs.
A new section on regional integration
was also included.
The South African Reserve Bank said
recently that it expected the recovery in
the manufacturing sector to continue.
“We are making sure that that happens

“We are optimistic about manufacturing.
We do think that there are major opportunities
for manufacturers in SA. But the future lies in
realising that even if we are facing challenges as
a result of the external environment, your
way forward is to raise your competitiveness.”
Trade and Industry Minister Rob Davies.
Davies said the main aim of the MCEP
was to encourage manufacturers in a
broad range of sectors to invest and raise
competitiveness.
“The idea of it [MCEP] emerged
from our consultations with
manufacturers themselves and our
experience with some incentive
programmes,” he said.
The department will soon be
releasing a document for public comment
regarding the MCEP, and also indicate
which manufacturing sectors would be
eligible.
The MCEP excludes sectors with
already dedicated support programmes
such as the auto, clothing, business

by introducing the various elements of
IPAP,” Davies said.
“We are optimistic about
manufacturing. We do think that there are
major opportunities for manufacturers in
SA. But the future lies in realising that
even if we are facing challenges as
a result of the external environment,
your way forward is to raise your
competitiveness.”
Minister Davies noted that the
implementation of the IPAP has been
carried out in the face of severe global
and domestic headwinds.
The global crisis, currency
overvaluation, and high energy and
port charges, are among the identified
challenges.
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VR Laser moves to new home as part
of its R60 million expansion programme
Investment in new equipment facilitates the company’s move
to seek commercial clients.

V

R Laser Services, has recently
moved to a larger facility a
couple of kilometres from its
existing location in Boksburg North,
Gauteng. The move, which took four
months to complete, was necessary
as the company was operating under
extreme pressure space wise.
“We have purchased a facility that
now has 20 000 m² under crane,
which is 2 times the size of what we
had before. More importantly it is
consolidated in one structure and has
Retecon Machine Tools
afforded us the opportunity to
has also supplied a
Trumpf 180 ton CNC
streamline the workflow with clearly
bending press brake
demarcated bays for the various
processing divisions,” said VR Laser
Services CEO Gary Bloxham.
“It is all part of our R60 million expansion plan that
included both infrastructure and capital equipment purchases,”
continued Bloxham.
“Previously the business’ was mainly focused on the
processing of plates for armoured vehicles for the defence
industries. However there has been a shift and this side only
makes up 50% of the output now, even though we have seen
tremendous growth in this area. The other 50% of the business
has seen more and more processing of steel and fabrication
being completed for mining and engineering projects and we
are now actively pursuing this business.”
“The reason the move took so long was that we could not
interrupt production and in addition we have some heavy
equipment that needed to be refurbished before we moved.
This included our Ermaksan 1500 ton press brake

The company has an Ermaksan 1500 ton
and an 800 ton press brake
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and a Messer high definition plasma
that has a 27 metre long by 7 metre
wide cutting table. In all we had
20 machines to move in the
processing section and that does not
include the machines in the machine
shop. Furthermore the new facility
required renovating and some
structural additions.”

The company has just recently installed a new
Trumpf TruLaser 3040 laser machine, which has a bed size
of 4 by 2 metres and is able to cut sheets up to 25 mm thick,
supplied by Retecon Machine Tools

“Now that we are fully operational our work flow
has improved dramatically due to the space and material
flow.”
New sheetmetal fabricating equipment
“Currently the business processes about 3000 tons of
metal a month and we are looking to significantly increase that
number. To do this we have purchased a new Trumpf TruLaser
3040 laser machine which has a bed size of 4 by 2 metres and
is able to cut sheets up to 25 mm thick.”
“Additionally there is a new Trumpf 180 ton CNC bending
press brake now on the shopfloor, and these two machines
will help us to secure any future contracts and to reduce turn
around times to our customers.”
The company’s core operations are laser cutting,
precision plasma cutting, bending, drilling and guillotining
and CNC machining, all operations that facilitate the final
fabrication.
With many years of exposure to the exacting
requirements of the arm’s industry, the company offers a
wide variety of expertise in the cutting and bending of all types
of high strength carbon steels including Armour plate, in
addition 300 WA and mild steel materials are also catered for.
The ability to carry out complex bending is one of the
company’s strengths.


VR Laser Services now have five CNC machines installed.
Two Kao Ming bridge type double column vertical machining centers,
a milling machine, a lathe and a vertical milling machine

Installed this year were a
Victor V- Centre 70 CNC Vertical Machining Centre and
a Victor Machining Centre Victor CNC V turn Lathe 26/60

VR Laser Services, an ISO 9000: 2008 certified company,
is proud of its ability to compete locally and internationally. The
total staff contingent of over 140 includes draughtsmen and
tradesmen who are committed to the growth and ideals of the
company.

One stop shop
Although you could refer to the company as a specialist
steel services centre it is more than that. Fabrication is very
much part of the mix to service customers’ needs. For example
the Wright LHD for Barlow World and the Casspir mine
protected vehicle for Denel.
They do not offer design but use drawing, nesting
and estimating programs which include Sigmanest and
SolidWorks.
The equipment includes bending brakes from 1500 ton
(7 metres wide) to 100 ton (2.5 metres wide), guillotines up
to 16 mm thick (3 metres wide), rolling up to 50mm thick by
(3 meters wide), chamfering by both machining or Oxyfuel and
plasma machines. High definition Plasma cutting, Laser cutting
and Oxyfuel cutting of a variety of sizes caters for all customer
requirements with regards to the cutting of steels.
The plasma machines are made up of two Messer
machines, whilst the lasers include two Held Systems

Machine shop
It was only just over four years ago that the company
purchased its first CNC machine, a Kao Ming KMC 3000 CNC
bridge type double column vertical machining center.
“The problem we had at the time was that we had to rely
on external partners for production of certain parts because of
the company's inability to drill holes in high hardness Armour
plates. Outsourcing the production made for longer run times
and higher production costs. Dependence on paid labour also
took process control out of the company's hands, resulting in
quality and deadline issues,” explained Bloxham.
“As a result of our experience with being in control in
this area we have now expanded this department
to increase our machine shop capabilities and the
machine shop now has its own dedicated bay.
We now have five CNC machines installed.
Two Kao Ming bridge type double column vertical
machining centers a milling machine, a lathe and a
vertical milling machine.”
“Installed this year was a Victor V- Centre 70 CNC
Vertical Machining Centre and a Victor Machining
Centre Victor CNC V turn Lathe 26/60.”

Although you could refer to the company as a specialist steel services centre
it is more than that. Fabrication is very much part of the mix to service customers’ needs.
For example the Wright LHD for Barlow World and the Casspir
mine protected vehicle for Denel
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Additionally the company has two
Microstep laser cutting
machines with
shuttle tables of 6000
mm x 2500 mm and
6500 mm x 2500 mm,
respectively.
These machines cut
material up to 20 mm
thick and were supplied
by Knuth SA

machines, two Microstep machines
and one each from Robomatics and
Trumpf.
The companies two Microstep and
one Held laser cutting machines have
shuttle tables of 6000 mm x 2500 mm.
These machines cut material up to
20 mm thick.
Most of the company’s stock is
imported from SSAB in Sweden. The
armour plate includes Armox and
Miilux, wear plate Hardox and
structural plate Weldox 700 and
Am700. They also carry a wide range
of Domex, 300 WA and hot and cold
rolled mild steel.
“As a level 4 contributor we
are fully compliant with BBBEE
requirements and have been for some
time,” Bloxham concluded.
For further details contact VR Laser
Services on TEL: 011 306 8000

AfriMold - Call for conference papers
AfriMold, the international tooling, precision engineering,
mould making, design and application development trade fair
will take place from 10 – 12 October 2012 at the
Gallagher Convention Centre in Midrand, South Africa.

T

he third annual AfriMold trade fair is expected to attract
exhibitors and visitors representing the associated
sectors of design, materials, simulation, engineering,
virtual reality, CAD/CAM/CAE, rapid prototyping and tooling,
patternmaking, prototyping, mould-making and tooling, tools,
precision machining, machine tools, quality assurance and
automation, as well as processing, series production and final
part finishing & assembly.
According to AfriMold managing director Ron MacLarty,
“the specialised nature of AfriMold attracts a highly targeted
audience of visitors, who are for the most part proactive
buyers. The expo’s visitors have made a conscious decision to
purchase and have set aside valuable time to attend the expo
and do just that. Participating in the expo is the best
bench-marking method to compare prices, products and
quality.”
He expands, “The reality of a serious and willing buyer
coming directly to you is probably the single most important
reason why exhibitors choose to participate in AfriMold.
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Add to that the interactive nature and benefits of expo’s,
namely, the opportunity for one-on-one sales and promotion,
face-to-face contact with your customers, a neutral sales
environment, fast market penetration and the opportunity to
evaluate market trends and customer needs, and you have
several very compelling reasons to exhibit.”
Past research has shown that AfriMold visitors do come
with very specific goals in mind. Among the more common
reasons are, to: see what’s new; evaluate products and
suppliers; keep abreast of industry and market developments;
network and develop business contacts; consolidate business
relationships; solve specific problems; find new markets;
appoint agents and seek principles; discuss terms, conditions
and pricing; and obtain technical knowledge.
Conference explores science’s role
This year’s AfriMold trade fair runs in conjunction with the
German/South African Year of Science (YOS) and as such the
conference content, in particular, will be expanded to address
the role of science in elevating current practice to the domain
of leading economies.
The conference theme is Tooling as a Key Enabler for
the South African Manufacturing Sector - Climate Change
Mitigation, and will feature topics central to the YOS. It will
explore opportunities to mitigate climate change via smart
manufacturing.
Conference speakers will include international as well as
local specialists in tooling technology and related fields, and
conference presenter TASA (Toolmaking Association of
South Africa) is calling for industry experts and representatives
to submit papers for consideration for the programme.
Submissions for consideration may be sent to
info@afrimold.co.za by no later than 18 May 2012. Last year
the program was over-subscribed, therefore early submissions
will receive preference.
In the context of climate change, the conference will
highlight developments in new light weight materials and their
manufacturing systems for the automotive, packaging and
consumer industries, among others.
Also on the table, according to MacLarty, will be the transfer
of knowledge and opportunities between Germany and
South Africa in respect of tooling technologies in the renewable
energy industries. He adds, “While blessed with abundant
renewable energy resources like wind and solar, along with
a government that promotes the development of a ‘green
economy’, South Africa has much to gain from Germany, a
country that has a proven track record in this arena.”
Industry support for AfriMold has been tremendous from
the outset, and it has fast become the annual meeting place
for the industry in Africa.
If you want to be considered a serious role player in tooling,
precision engineering, mould-making and their associated
fields, you should be represented at AfriMold 2012.
For more information on exhibiting at and participating in
AfriMold 2012 contact Ann on TEL: 082 336 6791

Eastern Cape automotive support initiative launched
The Eastern Cape Automotive Sector Support Initiative
was recently launched in Port Elizabeth.

T

he initiative, which government, labour and industry
pledged to support, will see a collaboration among
stakeholders to respond to opportunities and challenges
in the sector.
Eastern Cape MEC for Economic Development,
Environmental Affairs and Tourism Mcebisi Jonas outlined the
importance of the cluster to ensure a coherent and integrated
public sector approach to the automotive sector in the
province.
“Today marks the start of a process of ongoing
collaboration between the public and private sectors in the
Eastern Cape to jointly formulate responses and implement
key programmes in the automotive sector. The strategic
initiatives agreed upon include logistics, supplier
development, localisation and incubation and skills
development,” said Jonas.
Some key initiatives to be realised by the cluster
include corridor development between Nelson Mandela
and Buffalo City, as well as the Eastern Cape and Gauteng,
undertaking skills and needs audits within the sector to
quantify skills requirements and collaboration with the Durban
Auto Cluster in implementing the Automotive
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Supplier Competitiveness Improvement Project.
Speaking at the launch, Trade and Industry Minister
Dr Rob Davies said production volumes have grown from about
389 000 units in 1995 to a peak of 587 719 units in 2006
before dipping to 373 923 units in 2009 and bouncing back to
532 545 units in 2011.
He added that the sectoral trade balance continued to
be negative owing to the reliance on imported components
produced by original equipment manufacturers.
Davies pointed out that the opportunity existed to
increase the local content in domestically assembled
vehicles coupled with an expansion of the component
export basket.
Further, the Minister announced the publishing and
implementation of guidelines for the Automotive Production
Development Programme that comes into operation in
2013 to replace the current Motor Industry Development
Programme.
Support measures for medium- and heavy commercial
vehicle manufacturers, in addition to the public procurement
measures for buses as published in December 2011, were
also announced.

BASF produces
50-millionth
emissions control
catalyst in PE
BASF South Africa’s
Port Elizabeth mobile emissions
catalysts facility has produced
its 50-millionth automotive catalyst
for the catalytic converter industry,
the company has announced.

T

he former Engelhard Corporation, which BASF acquired
in 2006, pioneered the development of the first catalytic
converters on 1975-model cars, and one year later
introduced a second innovation: the modern three-way-catalyst,
which is capable of destroying more than 90% of hydrocarbons
(HC), carbon monoxide (CO) and nitrogen oxides (NOx)
produced by car engines.
The Port Elizabeth business began producing automotive
catalysts in September 1994 in leased space at the local
Ford engine plant.
Validation of BASF’s Port Elizabeth plant was completed in
January 1995, with two approved customers.
Increased demand led to capacity expansions until
December 2001, when the business moved to a larger site in
Struanway, where a new facility was established.
Today, BASF’s Port Elizabeth facility is equipped with
high-speed, meter-charged coaters, used to manufacture
diesel oxidation catalysts, diesel particulate filters and
three-way-catalysts.
Since inception, BASF’s three-way-catalyst technology has,
on a global basis, destroyed more than a billion tons of HC,
CO and NOx, says the company.
“The 50-million catalysts we have produced in
Port Elizabeth have removed more than 35 million tons of
pollutants from vehicles around the world,” adds BASF
South Africa mobile emissions catalysts plant site director
Dr Mike Tribelhorn.
The BASF group in South Africa consists of six companies
with locations in Johannesburg, Port Elizabeth and Cape Town.
The group has also invested in a dispersions production plant
in Durban, which will be producing acrylic dispersions as of the
second half of 2012.
The local group’s portfolio includes chemicals,
plastics, coatings, dispersions, agricultural products and
nutrition.
Catalytic converters make up around 50% of South African
vehicle component exports. Exports of the emission control
component increased 21% in 2010 over 2009.
Total component exports from South Africa were up an
estimated 12% in 2010, reaching R30 billion.

Cutting systems supplied
to automotive companies

P

lasma, laser and oxyfuel metal-cutting systems supplier
Lind Plasma and Oxyfuel Cutting Systems South Africa
(Lind SA) recently completed two projects for the
automotive industry, owner Ampie Ackerman told
Engineering News.
The projects entailed the supply of plasma-cutting True
Hole Technology systems from plasma-cutting systems and
consumables manufacturer Hypertherm, to two companies.
“Our turnkey processes involve the supply of the
Hypertherm Full Suite system for a computer- aided-design
facility, material management system, guiding machine and
complete plasma system from power
source to nozzle,” says Ackerman.
The design and nested parts
program is downloaded onto the
Master 40 Cutting Machine
computer numerically controlled
plasma machine, which enables
The second system was
it to accurately cut the required
supplied to truck trailer,
automotive parts.
suspension and component
The first machine was supplied
manufacturer SA Truck Bodies.
to vehicle and agricultural
The Bloemfontein-based company
engineering company Henco
was provided with a dual-head,
Engineering, in Gobabis, Namibia.
fully automated Hypertherm
Henco Engineering owner
plasma cutting system, which
Gerhard Jacobsz originally
X-cut Bevel Cutting Machine
enables it to enhance its cutting
approached Lind SA for a small
capability, generating improved,
plasma-cutting facility for producing
high-quality cut parts. The system also reduces the amount of
after-fitment vehicle accessories, agricultural equipment and
scrap material.
general parts for the Namibian market.
Lind SA was able to complete the installation in three
The success of the system led to him eventually buying a
months from order date.
much larger plasma-cutting facility, which is fully automated.
“The key concepts that contribute to the success of plasma
The machine was delivered and installed over a three month
cutting are total flexibility, accuracy, consistency, quality parts
period.
production, high productivity and cost effectiveness,” says
Henco Engineering is now able to produce parts for the
Ackerman.
automotive industry as well as the agricultural and mining
For further details contact Lind SA on TEL: 011 552 8265
industries.
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Safal Steel opens R1 billion
KZN metals coating facility

T

rade and Industry Minister Dr Rob Davies stressed the
importance of the steel industry to the South African
economy as he opened the R1 billion Safal Steel
metal-coating facility, in Cato Ridge, KwaZulu-Natal.
Davies said that the steel industry, through its backward
linkages, drew in products from a range of mining activities and
that its forward linkages extended to downstream value-adding
activities.
“We regard metal coating as part of downstream activities
and the facility we are at today will deepen the value-addition
of hot-rolled coil currently produced in South Africa. As
government presses ahead with the capital expenditure
programme, roof sheeting will become a key input especially on
the housing programme,” said Davies.
He emphasised that the project presented significant
potential for job creation and skills development.
“The facility is manufacturing and supplying coated steel
roofing to the local and global markets, with 60% of the product
targeted for the local market and the balance for exports. The
facility has already created 370 jobs, mainly employing people
from the local community in Durban and Pietermaritzburg,”
Davies enthused.

The steel-coating facility has a capacity of 150 000 t/y on
unpainted and painted coated coil that is sold onto the roofing
and general engineering sectors. Plans were in place to double
the volumes to 300 000 tons in the near future.
Davies said the department supported Safal Steel’s
aspiration to enter other markets such as the automotive and
white goods sectors, as it would also enhance value-addition
and job creation in these sectors, as envisaged in the Industrial
Policy Action Plan.
“This investment, supported by the Department of Trade
and Industry (DTI) and in which the Industrial Development
Corporation (IDC) also participated, clearly demonstrates the
Safal Group’s confidence in South Africa as an investment
destination and the maturity of our steel industry,” he stated.
Through the DTI’s Enterprise Investment Programme,
R30 million was awarded to the investment, R22.5 million of
which has been paid and R9 million in support was granted
under the Critical Infrastructure Programme. The IDC also
provided significant funding facilities for the project.
Minister Davies emphasised the strategic nature of the
investment given the aspirations of regional integration in
Southern, Central and Eastern Africa.
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Confidence by Design
seminar series

S

ince the
existence
of the
ANSYS simulation
community in the
early 1970’s,
FEA and CFD
engineering tools
were only
accessible to
large companies
and expert
engineers.
Through years of
development,
the exponential
growth of the software industry and the even more rapid
improvement of computer hardware, more advanced analysis
tools have become available to the desktop engineer and
designer. In the past 8 years we have seen design validation
software in all major CAD programmes in the form of structural
and fluid simulation. These tools were intended for the
designers to validate their ideas before starting production.
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The designer
of today has
fundamental
knowledge and
experience of
the simulation
process,
optimization
and
parameterization.
Furthermore,
a designer or
engineer can
very easily run
large models
on his desktop and
achieve accurate
results within
minutes.
Parametric
studies can
be performed
to fully
understand the
behaviour of
their
products and
designs.
Designers
are able to
make better
decisions in
a shorter time
resulting in a
more efficient
engineering
environment.
But designers and engineers reached the ceiling in the
simulation capabilities available in CAD programmes in
many cases. With the introduction of the ANSYS Professional
licenses, designers and engineers have a FEA license
available to them that will solve more complex problems more
accurately. Features such as the fully automated meshing
inside ANSYS enable designers to have more functionality
available to them at an affordable price and a robust
geometry interface with their CAD system (SolidWorks,
Autodesk Inventor, SolidEdge, Pro Engineer/Creo Elements,
NX) that natively works on the CAD geometry.
ANSYS introduced the Confidence by Design seminars
to introduce their simulation tools to the manufacturing
community. The Confidence by Design workshop is a
complimentary session that teaches you how to leverage
ANSYS tools to ensure that your designs will work the first
time, before any prototypes are built and tested.
Qfinsoft is hosting these series of seminars. Seminars
will be held in the form of a morning event where
ANSYS presentations will be followed by product
demonstrations. Both Structural and Fluid tracks are
available. The first of these events are being held at the
Stone Cradle Restaurant in Pretoria on 20 July 2012
and everyone is welcome to register. For more details
visit the Qfinsoft website or contact them on
TEL: 012 345 1917.

Bell Equipment profit surges,
rehires workers

C

apital equipment manufacturer Bell Equipment
reported a profit of R297 million for the year ended
December 2011,
up from R37 million in
2010, owing to increased
production and demand.
The JSE-listed
company experienced
a turnaround as sales
revenue increased 49% to
R5.07 billion, compared
with R3.41 billion in 2010.
Increased production
resulted in a 25%
increase in the company’s
workforce and the rehiring
of personnel following a
downsizing during 2009
and 2010.
Further, Bell pointed
out that the increased
production led to improved
manufacturing and
services, and overhead
recoveries of about
R265 million.
Operating profit
increased from
R124.6 million in 2010 to
R435.6 million for 2011.
Further, Bell generated
earnings a share of 290c
for the year, compared
with 27c in 2010.
Meanwhile,
negotiations on US-based
31.6%-shareholder John
Deere’s disposal of its
investment have not yet
been finalised.
The divestment would
lead to the amendment
of various licence
agreements, which
currently existed between
Deere and Bell. The
parties hoped to conclude
discussions in the near
future.
While the termination
of an articulated dump
truck (ADT) manufacturing
and distribution
agreement between the
two companies would
facilitate Bell’s entry into
certain strategic markets,
it would also allow

John Deere to manufacture and distribute its own range of
ADTs and other products globally.
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R9 billion worth of investment approved
for Automotive Investment Scheme
Total of 92 investments — seven car producers and 85 component
manufacturers — by government expected to create more than 7000 jobs.

M

ore than 90 projects worth an estimated investment
of nearly R9 billion have been approved under the
government’s Automotive Investment Scheme,
Gugile Nkwinti, minister of rural development and land reform,
said recently.
The 92 investments — seven car producers and
85 component manufacturers — would create more than
7000 direct jobs, Mr Nkwinti said at a briefing by the
economic cluster of Cabinet ministers in Parliament.
Launched as part of the Automotive Production and
Development Programme, which will take effect next year,
the Automotive Investment Scheme will provide qualifying
companies with a taxable cash grant of up to 30% of the value
of investment in production assets.
The scheme aims to grow and develop the sector through
investment in new and replacement vehicle models, and the
manufacturing of car parts.
The industrial plan sees value-added manufacturing as key
to South Africa’s economic development, and this is apparent
in the car industry, which has empowered local component

suppliers and services.
Finance Minister Pravin Gordhan indicated in Parliament in
2010 that R 20 billion over five years would be set aside for tax
incentives for industrial projects.
Automotive Investment Scheme (AIS)
The Automotive Investment Scheme (AIS) is an incentive
designed to grow and develop the automotive sector through
investment in new and / or replacement models and
components that will increase plant production volumes, sustain
employment and / or strengthen the automotive value chain.
Objectives of incentive scheme
• Strengthen and diversify the sector through investment
in a new and /or replacement models and components.
• Increase plant production volumes.
• Sustain employment and /or strengthen the
automotive value chain.
Benefits
The AIS provides for a taxable cash grant of (20%) of the value of
qualifying investment in productive assets as approved by the dti.
An additional taxable cash grant of 5 or 10% may be
available to projects that are found to be strategic by the dti.
An additional taxable cash grant of five to ten percent
(5% - 10%) may be made available for projects that maintain
their base year employment figure throughout the incentive
period, and achieve at least two (2) of the following economic
requirements:
• Tooling;
• Research and development in South Africa;
• Employment creation;
• Strengthening of the automotive value chain; and
• Value addition.
To qualify for an additional grant of five to ten percent
(5% - 10%), the project must demonstrate the following:
• In respect of light motor vehicle manufacturer:
a specified increase in unit production per plant; and
• In respect of component manufacturers: a specified
increase in turnover and manufacturing of components
that are currently not being manufactured in South Africa.
Eligible enterprises
• Light motor vehicle manufacturers that have achieved,
or can demonstrate that they will achieve, a minimum
of 50 000 annual units of production per plant, within
a period of three (3) years; or
• Component or deemed component manufacturers
that are part of the Original Equipment Manufacturer
(OEM) supply chain; or
• Will achieve at least 25% of total entity turnover or
R10 million by the end of the first full year of commercial
production as part of a light motor vehicle manufacturer
supply chain, locally and / or internationally.
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UJ’s Manufacturing Research Centre
creating opportunities
Hurco VMX30U 5-axis CNC milling machine commissioned
to facilitate research into high performance machining of titanium alloys,
and to evaluate the fatigue life of these components.

T

he Department of
Advanced:
Mechanical Engineering
High performance
Science, Faculty of
machining of titanium and
Engineering and Built
other super alloys,
Environment, University of
Sustainable:
Johannesburg has recently
The manufacturing
commissioned a Hurco
processes for Solar-powered
VMX30U 5-axis CNC milling
vehicles,
machine to help in its
Socio-economic:
endeavour to be one of the
Building blocks for
leading tertiary education
socio-economic
manufacturing schools in
development.”
South Africa.
“Manufacturing of
“In addition the
products and goods is
MRC will offer short
probably the most important
courses and workshops to
economic activity in the
its industry partners. The
Lecturer Dr Francois Pieterse and Senior Lecturer Dr.Tiaan Oosthuizen
world. Since the industrial
expertise to be developed
pictured in front of the Hurco VMX30U 5-axis CNC milling machine
revolution in the eighteenth
will have a positive and
commissioned to facilitate research into high performance machining
century manufacturing has
strong influence on the
of titanium alloys, and to evaluate the fatigue life of these components
been considered to be the
national level of education,
main engine of economic
wealth creation and
growth and development. It contributes to the quality of life of
other development factors,” continued Oosthuizen.
individuals, to the growth of wealth in a nation as well as the
“The development of artisans will contribute significantly
power and position of a state,” said Dr.Tiaan Oosthuizen, a
to South Africa’s competitiveness on global markets. The need
Senior Lecturer in the department.
for new innovative technologies and production systems to
“Our Manufacturing Research Centre (MRC) was
lessen our energy vulnerability, as well as create opportunities
established at the University of Johannesburg to ensure
for substantial employment are fundamental elements that
advanced research outputs, high quality education and to
uplift our social environment and attract local work creation
accelerate the transition of basic research concepts performed
within the broader South Africa and Southern Africa.”
within the academic environment, into working aspects for the
“South Africa is the second largest producer of
manufacturing industry.”
titanium-bearing minerals in the world after Australia.
Mineral beneﬁciation is not a new concept with regards to
“The centre is currently conducting research in the
potential economic development and it is believed that the
following focus areas:
manufacturing sector holds the key for further economic
growth in South Africa.”
“Currently the materials research at the University
of Johannesburg is focusing on the high performance
machining of titanium alloys. The purpose of the research is
to systematically characterise the surface integrity of titanium
alloys altered by high performance machining and to evaluate
the fatigue life of these components.”
“The MRC is a unique solution. Through partnerships with
local industry, other University networks and International
Institutes we can make a significant contribution to the growth
and competitiveness of South Africa. Collaboration is also
envisaged with our colleagues in the faculties of Management,
FADA, Health Sciences and Science. The Manufacturing
Research Centre will also support several building blocks
of a socio-economic development framework,” concluded
Oosthuizen.
For more information, please contact Dr.Tiaan Oosthuizen
Prof Roy Marcus and Senior Lecturer
Dr Pieter Henning
on email toosthuizen@uj.ac.za
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Steelmaker makes buy-local case as import threat persists

S

outh Africa’s second-largest steel producer Evraz Highveld
says it is working with others in the sector to seek the
South African government’s support for raising the levels
of domestic steel in the planned R845 billion public
infrastructure roll-out, as imports become an increasing threat.
However, CEO Mike Garcia stresses that the proposition
centres on the jobs and economic benefits associated with
sustaining a local
steelmaking capacity
rather than on any
preferential pricing. In fact,
the JSE-listed company
insists that import parity
pricing should remain
the basis for determining
domestic steel prices.
This approach is likely
to prove controversial,
particularly owing to the
fact government has, for
many years, opposed the
use of import parity pricing
by ArcelorMittal South
Africa and even supported
two gold miners in an
excessive price complaint
that was heard by the
Competition Tribunal.
Several consecutive
Trade and Industry
Ministers, including the
incumbent Dr Rob Davies,
have also raised the issue
of high steel prices as a
constraint to downstream
manufacturing. In addition,
the African National
Congress’ recently released
report entitled ‘State
Intervention in the Minerals
Sector’ canvasses the
idea of establishing a new
steel producer to “enhance
domestic competition and
curtail monopoly pricing”.
But Garcia argues:
“If a South African company
was meeting an import
parity price with equal
quality, shorter lead times
and economic activity,
which is supporting
thousands of jobs . . .
then we believe that value
proposition is compelling.”
The group said there
was a “significant presence
of imports” in the domestic
market, with most of the
steel arising from facilities
in China, Thailand and
Korea and that it was, thus,
investigating “localisation

initiatives and incentives” to promote the use of domestic steel.
The reinstatement of protection through import duties had not
been canvassed, however.
The engagement with government was taking place through
various forums, including through Business Unity South Africa.
However, in the near term, Evraz Highveld was likely to
pursue export opportunities.
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South Africa sets
wind power first for Africa
Local wind turbine manufacturer Isivunguvungu Wind Energy Converter (I-WEC)
has completed its first prototype 50 metre wind turbine rotor blade.

T

he prototype was initially expected to take one month
to manufacture but the process turned out to be more
challenging than initially thought, ultimately taking
approximately two months to complete.
Facilities and planning engineer Simon Graaff told
Engineering News Online that the team rather wanted to
produce “the perfect blade”, than rush the process. “It has
taken longer but we are pretty confident this one is 100%,”
he said.
The rotor blade has been manufactured using
approximately 300 layers of four main materials, these
being balsa wood, glass fibre, PVC and epoxy resin.
The I-WEC team manufactured the prototype under the
supervision of advisers from Aerodyne, which is the German
engineering company specialising in the design of large-scale
wind turbines from whom I-WEC obtained the turbine design
under licence.
The prototype blade would undergo static load testing, as
well as a resin frequency test in April. Graaff explained that
the static load testing would involve flexing the blade up to
8 m and would be carried out in the Cape Town harbour where
there would be sufficient space.
As the prototype rotor blade had been completed,
manufacture of components for the first production blade had
already been started, said Graaff. He said that the next blade
should take in the order of two weeks to manufacture, with
the ultimate target being that a single rotor blade should take
less than a week to manufacture under standard production
conditions.
It was anticipated that the first 2.5 MW turbine, which
required three 50 metre rotor blades, would be completed
by the end of May. Graaff said that the bulk of the parts
required for the turbine generator had already been received
and assembly on the generator would begin shortly and be

The blade was manufactured at I-WEC’s Table Bay Harbour workshop in Duncan Road in Cape Town harbour
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I-WEC’s 50 metre long wind turbine rotor blade is exposed as the
mould it was made in is opened and it is lifted out for the first time

completed in a time frame of approximately two months,
testing included.
The first completed turbine would be erected at the
ArcelorMittal South Africa’s (Mittal’s) Saldanha steel plant and
would be fully financed by I-WEC, which would be selling the
power generated from the turbine to the steel plant.
“This turbine would also act as a demonstration model for
the company” said financial director Thomas Schaal. “We are
currently negotiating with them [Mittal] for the extension of
the wind farm to an additional five turbines and to supply the
energy most likely to them in the second and third quarter
of 2013.”
He said the cost of the turbines being produced by I-WEC
would be in the order of R12 million to R17 million per
megawatt, which he believed was competitively priced against
imported wind turbines.
Schaal added that increased interest was being shown in
I-WEC especially as the third renewable energy independent
power producer bid round approached, as the company would
be able to assist in meeting the local content requirements.
I-WEC was founded by two Germans, Thomas Schaal and
Dr Michael Kast, who have both been living in SA for a long
time, but employs 30 South Africans and will be employing
hundreds more in the next four years.
I-WEC is the first company in Africa to build multi-megawatt
on-shore wind turbines, the biggest turbines the continent
has ever seen, with its partner, heavy engineering group DCD.
These turbines are 2.5MW and will measure about 130m from
top (tip of top blade) to bottom, about double the size of the
ones now in use on the West Coast, which powered the World
Cup Stadium. I-WEC’s turbines take 3 of these 50m blades.
Each blade weighs about 12 tonnes, and the whole turbine
is expected to weigh about 200 tonnes. The first completed
turbine should be unveiled in about June or July in Saldanha

at the ArcelorMittal steel plant.
The design for the blade was obtained from
German licensor Aerodyn Energiesysteme, which
also sent experts here to help train I-WEC’s staff on
how to manufacture turbine blades to international
standards. The blades are made from balsa wood,
fibreglass, PVC and epoxy resin. The first blade will
now undergo static load testing, as well as a resin
frequency test. Once the tests are done, they will
make the three blades for the first turbine.
There are companies in Africa who make blades
for very small turbines, but not for “multi-megawatt”
turbines with large scale electricity generation
capacity. This is where I-WEC is doing pioneering
work.
Their wind turbines will enable wind farm
developers in South Africa to set up wind farms
with major power generation capacity that also
fulfil government’s “local content” and “job
creation” requirements for bidders in the IPP
bidding process. Government is looking for local job
creation, local content (with special emphasis on
local manufacturing), local skills development and
education, local enterprise development, and the
upliftment of historically disadvantaged individuals.
The operators I-WEC has trained to make this
MOULD are from Vredenburg on the West Coast and
were taught new skills.
The blades and turbines are also manufactured
to international standards so they are fit for export,
which is good news for African wind farm developers.

The sleek surface of Africa’s first locally produced blade for a
2.5MW wind turbine is revealed as one views it from above. The blade is
50 metres long and is relatively light for its size at a weight of 12 tons, because
it is made from lightweight materials, including balsa wood and fiberglass.
At 50 metres from the tapered tip to the round, hollow end, I-WEC’s first
multi-megawatt wind turbine blade is longer than an Airbus wing. Each wind turbine
will be fitted with three of these blades. The turbine will measure 130 metres
high from bottom to top, with the length of the blade included
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Yaskawa Europe GmbH
announces majority acquisition
in Robotic Systems SA

Y

askawa, a world-leading manufacturer of industrial
robots, machine controllers, servo and inverter products
has announced the acquisition of the majority of the
shares in Robotic Systems (Pty) Limited with headquarters
located in Johannesburg, South Africa.
Yaskawa and Robotic Systems in South Africa have worked
together on the basis of a supplier/distributor partnership
since 1991.
The new entity will, in future, operate as Yaskawa
Southern Africa (Pty) Limited as a part of Yaskawa Europe
GmbH headquartered in Eschborn, Germany.
“We are pleased to have our own Yaskawa company in the
fast-growing markets in Southern Africa,” said Manfred Stern,
President Yaskawa Europe GmbH. “With this acquisition, we
can now continue with our global strategy as well as be close
to all our globally active customers.”
“With Robotic Systems SA, we welcome a competent
and highly successful team into our Group who showed both

technical excellence and premier customer service during the
20 year partnership.”
“Robotic Systems, with an installed base of over
1 000 industrial robots, is a market leader in the segment
for robot systems in South Africa,” said Terry Rosenberg,
current Managing Director and future President of
Yaskawa Southern Africa.
“After many years of working with and for the Yaskawa
organisation, we are happy to now become a fully-fledged
partner in this foremost international group of companies.”
“Yaskawa Southern Africa will closely cooperate and
strengthen the alliance with Varispeed, our long-standing
partner in South Africa for our servo and inverter product lines.
Together we will offer synergies to our customers by utilising
the whole Yaskawa product offering both from the robotics
division and the drives and motion division,” added
Manfred Stern.
Founded in 1989, Motoman Robotics is a wholly owned

“With Robotic Systems SA, we welcome a competent and
highly successful team into our Group who showed both technical excellence
and premier customer service during the 20 year partnership.”

Manfred Stern, President & COO Yaskawa Europe GmbH with
Terry Rosenberg, President & COO Yaskawa Southern Africa (Pty) Ltd
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subsidiary of Yaskawa Electric
Corporation, a worldwide leader
in mechatronics and robots. Since
introducing the first commercially
available robot to the industry in
1977, over 230,000 Motoman®
robots have been installed
worldwide.
Motoman Robotics offers
both general purpose and
application-specific robots for
a wide range of applications,
including arc welding, assembly,
coating, dispensing, material
cutting, material handling, material
removal and spot welding.
Motoman Robotics’
extensive product line includes
over 175 robot models and more
than 40 fully integrated,
pre-engineered “World” solutions
that include robots, process
equipment, safety devices and a
suite of PC-based tools to further
enhance productivity.
For further details contact
Yaskawa Southern Africa
TEL: 011 608 3182

COMA ’13 - International Conference
on Competitive Manufacturing
January 30 to February 1, 2013, University of Stellenbosch
This time the conference theme is: The Challenge of Green Manufacturing.

I

n a small world where trade is the new global driving force
conquering countries and continents alike, international
competitiveness is becoming the ultimate challenge of the
new millennium. It requires high quality products manufactured
with state-of-the-art technologies at low cost under the
assumption of highly efficient operations management
as well as clear corporate goals and strategy. This in turn
is based on improved engineering training and education,
relevant applied research and an active interaction between
academia and industry.
The International Conference on Competitive Manufacturing
(COMA ’13) is taking place for the fifth time. The main objective
of the conference is to present recent developments, research
results and industrial experience related to the improvement
of competitiveness in the field of manufacturing. A further
objective of the conference is to be a generator of innovative
ideas and fruitful collaboration both locally and abroad.
Call for papers - Important dates:
• Submission of abstracts: April 30, 2012
• Abstracts acceptance notification: May 31, 2012
• Submission of full paper: July 31, 2012
• Paper acceptance notification: October 31, 2012
• Submission of camera ready papers:
November 30, 2012
Papers
Papers are invited in the following areas relevant to the
conference theme:
• Rapid Product Development:
Design for Manufacturing
and Assembly, Reverse
Engineering, CAD/CAE,
Concurrent Engineering,
Rapid Prototyping
& Manufacturing, Virtual
Prototyping, HSC & EDM,
Non-conventional Processes,
Networks in Product
Development
• Agile Manufacturing:
Expert Systems in
Manufacturing, CAPP/CAM,
Machining, Forming,
Metrology, Mechatronics,
Precision Manufacturing,
Robotics, Communication
Networks, Reliability,
Sensing, Assembly,
Automation,
Quality Assurance,
Intelligent Manufacturing,
Software for Manufacturing,
Digital Factory
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•

•

Operations Management: Factory Planning,
Production Planning and Control, Logistics, Modelling
and Simulation, Scheduling, ERP-applications,
Supply Chain Management
Enterprise Design and Integration: Knowledge
Management, Product Life Cycle, Human Interface,
Web-based Design and Manufacturing, Technology and
Innovation Management, Total Quality Management,
Distributed Control Systems, Socio-economic and
Environmental Issues, and Enterprise Engineering.

Further details on the dates for the submission of
abstracts etc can be obtained from the conference organisers.
See details below.
Participants
The Organising Committee invites participants from among
the international and local communities of manufacturing and
academia, national educational institutions, researchers,
industrial designers, managers, engineers, scientists and senior
technical personnel from manufacturing related companies.
Registration Fee
The early bird registration fee of R4 800.00 is payable
by October 15, 2012, and includes full conference
participation, proceedings, lunches, refreshments, reception
and conference dinner. Thereafter the fee is R5 300.00.
A special discount of 30% applies for students.
Venue
University of Stellenbosch,
located in Stellenbosch,
Western Cape - in the heart of
the winelands region.
Sponsorship
The conference is being
sponsored by CIRP, the
Southern African Institute for
Industrial Engineering and the
Global Competitiveness Centre
in Engineering (GCC) and
The South African Institution of
Mechanical Engineering.
For further details contact the
conference secretariat - Karina Smith
and Anel Uys - Department
of Industrial Engineering, University
of Stellenbosch, Private Bag X1
Matieland, 7602, South Africa
or TEL: 021 808 4234 or
E-mail: coma13@sun.ac.za
or visit www.coma.org.za

Space sold out
for Electra Mining Africa
The exhibition, along with Machine Tools Africa, is taking place
at the Expo Centre, Nasrec, in Johannesburg, from 10-14 September 2012.

E

lectra Mining Africa has
established itself as the
second largest mining show
in the world and the biggest
trade exhibition in Southern
Africa with global recognition
of its broad scope of mining,
industrial, construction and
power generation industries.
Exhibition floor space inside
the halls and across the outside precincts has been sold out
for months, once again demonstrating its status as a
world-class event that draws high volumes of exhibitors and
visitors, both benefiting from the platform created to showcase
the latest in products, services, technologies and trends.
Electra Mining Africa with co-located shows Elenex Africa,
Machine Tools Africa and Transport Expo, is taking place at the
Expo Centre, Nasrec, in Johannesburg, from 10-14 September
2012.
This year marks the twentieth time the event will be staged
spanning across forty years and will once again demonstrate

Chinese Business International
Consulting, CMEC International
Exhibitions and the China
Council for Promotion of
International Trade Machinery
Sub-Council (CCPIT).
Electra Mining Africa is
recognised as a gateway into
Africa for local and global
investors looking for new
business opportunities in the mining, industrial, construction
and power generation industries. Together with Elenex
Africa, Machine Tools Africa (endorsed by the Machine Tool
Merchants Association of South Africa) and Transport Expo
Africa, Electra Mining Africa brings coinciding industry sectors
together at one location for visitor and exhibitor convenience.
“The exhibitor mix has changed over the years to suit
market-driven needs and some companies have reduced
exhibitor floor space compared to previous years. But this has
led to greater creativity in the utilisation of space and
also the addition of many new exhibitors eager to be at

“The exhibitor mix has changed over the years to suit market-driven needs
and some companies have reduced exhibitor floor space
compared to previous years. But this has led to greater creativity
in the utilisation of space and also the addition of many new exhibitors
eager to be at Electra Mining Africa for the first time.”
the strong growth enjoyed by the event since it was first
held in 1972, when less than 50 exhibitors occupied some
1500 square metres of floor space.
At the most recent show in 2010, more than 35 000
visitors attended, with 739 exhibitors taking up the over
33,000 square metres of exhibition floor space.
Visitors can expect to see exhibitors from countries such
as Canada, USA, the United Kingdom, France, Germany,
Austria, Italy, Switzerland, Sweden, Russia, Turkey, India China
and Botswana,” says Corin, Managing Director of Specialised
Exhibitions.
International Pavilions
confirmed include the
Canadian Association of Mining
Equipment and Services for
Export (CAMESE); O.T.S.A with
involvement from UK, Ireland,
Germany and Sweden; a
Meridyen International Fair
from Turkey; and Chinese
support through Beijing United
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Electra Mining Africa for the first time,” says Corin.
He adds that the Electra Mining event has accreditation
from UFI, which is the Global Association of the Exhibition
Industry. This means that the event is audited according to
strict standards.
Electra Mining Africa 2012, Elenex Africa 2012,
Machine Tools Africa 2012 and Transport Expo 2012 are
being hosted at the Expo Centre, NASREC, Johannesburg.
Visitor pre-registration is open at www.electramining.co.za.
Electra Mining Africa is organised by Specialised
Exhibitions, a member of the prestigious Montgomery Group
and a member of
the Exhibition Association
of Southern Africa
(EXSA).
For further information
contact Specialised Exhibitions,
TEL: 011 835 1565 or
email veda@specialised.com
or cwood@specialised.com or
visit www.electramining.co.za.

Dorbyl to implement
turnaround strategy at Guestro

J

SE-listed industrial group Dorbyl will enter into a
management agreement with Reef Switchboard
Manufacturers to assist in implementing a turnaround
strategy for its Guestro Castings and Machining operation in
Benoni.
This followed the recent change in shareholder ownership
in Dorbyl, whereby a consortium of companies, comprising
RECM, Calibre and The Reef Group, bought 34.9% of the
company.
Reef Switchboard Manufacturers is an affiliate company
of the consortium and has successfully implemented similar
turnaround strategies elsewhere.
“While the internal management of Guestro have realigned
the business by substantially increasing its customer base,
and having started to improve production and operational
efficiencies, the limited available management resources
have to date not translated into satisfactory results and
performance,” Dorbyl said in a statement.
The company said a nondisclosure agreement had been
signed, with both the consortium and Reef Switchboard as
parties to the agreement.
Further, a management agreement would be signed soon

with Reef Switchboard.
Guestro manufactures and markets spheriodal graphite
and grey iron castings for automotive, mining, overhead line
manufacturers, rail, energy, pumps and valves and general
engineering businesses.
Meanwhile, Dorbyl also said that the consortium asked
for certain information for an advance application to the
Competition Commission, in the event that the consortium
wished to acquire a further stake in Dorbyl.
“The information provided is not price sensitive and some
of it is of an historical nature and is already in the public
domain,” the company said.
Dorbyl has, however, not received any firm intention to
make an offer to shareholders, nor any possible price to be
paid through the acquisition of shares in the market or in the
form of an offer.
Should the consortium or any party acting in concert with
the consortium acquire a further stake in Dorbyl, beyond the
35% threshold, they would be obliged to make a mandatory
offer to all other shareholders in terms of the provisions
of the Companies Act 71 of 2008, unless it is waived by
shareholders.

Mittal fury over state’s
local content policy snub
No preference to steel producer in government’s
infrastructure procurement plan.

T

he government and steel giant ArcelorMittal SA could
be heading for a showdown over the government’s
refusal to grant it preferential status in its infrastructure
procurement programme.
ArcelorMittal said the move was a surprise, “most
unfortunate” and could lead to job losses in the steel
industry.
Under the new preferential procurement regime, which
came into force in December, the Department of Trade and
Industry may designate a certain level of local content to an
economic sector or subsector for public procurement. But
when it comes to steel — likely to be the single biggest input
in the infrastructure plans — all products will be treated the
same, regardless of origin.
The rationale for excluding steel is to ensure that
ArcelorMittal, SA’s biggest producer of most steel products,
does not benefit disproportionately from the infrastructure
programme.
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The government — in particular trade and industry and
the competition authorities — has been engaged in disputes
with ArcelorMittal over its pricing policy, which the government
says is strangling downstream manufacturers. A Competition
Tribunal finding in 2007 that the company had engaged in
excessive pricing by charging import parity prices for flat steel
came to nothing when the complainant in the case settled with
ArcelorMittal.
Nimrod Zalk, deputy director-general for industrial
development, said steel was being given special treatment
because of ArcelorMittal’s dominance in the local
economy.
“In all steel-intensive areas, we will deem steel to be local
even if it is imported. This is to ensure ArcelorMittal doesn’t
get carte blanche to rack up steel prices. If they want to get the
business, they will have to give the best price.”
ArcelorMittal spokesman Themba Hlengani said this
came as a surprise, “and if correct, we believe it would be

Should this happen, a circular containing all the company
information would be made available to shareholders.
In March, Dorbyl released a JSE notice referring to the sale
of a 34.9 percent stake in the company by Metkor, which is a
wholly owned subsidiary of Remgro.
The shares were sold to two entities. The Reef Group has
acquired a 20.1 percent stake and RAC have jointly acquired
14.8 percent. Remgro, through Metkor, is holding onto a
6.5 percent stake in Dorbyl.
Although Remgro has disposed of effective control of
Dorbyl, the way in which the deal was structured means
that the buyers do not have to make an offer to minority
shareholders. The 34.9 percent sold by Remgro is just below
the 35 percent that would trigger a change of control. This
means that the company has moved from a control situation
to a no-control situation.
The sale by Remgro comes just weeks after a Dorbyl
minority shareholder called for an investigation and analysis of
the company by an outside firm of accountants and referred
to a dramatic decline in Dorbyl’s cash from R81 million at
the end of March 2011 to less than R44 million at the end of
September.
This reduced its net asset value to R2.33 a share from
R3.15 apiece. Details of the letter were published by the
Financial Mail early in February.
RECM and Calibre Limited (Formerly Velvospec Limited) was
founded in 2010 as a joint venture between Regarding Capital
Management (“RCM”) (a fund manager) and Calibre Capital (a
private equity firm). Both RCM and Calibre are controlled by the
same principals, namely Theunis De Bruyn, Werner Stals and
Piet Viljoen.

most unfortunate and raise questions regarding the fair and
equitable application of government policy.”
“Despite the negative perception of steel pricing practices,
this exclusion will have minimal impact on current pricing
structures, which are already based on international steel
price levels.”
“The impact will be rather to further worsen the industry’s
competitive position versus steel producers who enjoy
government subsidies in their home countries, which has a
major impact on the downstream steel manufacturing sector
and may unfortunately lead to further job losses,”
Mr Hlengani said.
In past clashes, the government said high steel prices
were constraining the downstream steel manufacturing sector.
Three of the six subsectors designated for local content
are steel intensive: rolling rail stock, power pylons and buses.
The level set for rolling rail stock is 65% and for buses 85%.
This is based on what is feasible, says Mr Zalk, and
allows for technologically more advanced components — such
as gearboxes and engines — to be imported.
“We went through a detailed exercise exploring what
we can produce competitively, what level of effort would
be required to produce particular components. The idea is
ultimately to shift up the value chain, but not in an
unrealistic way,” he said.
It is likely, said Mr Zalk that global original equipment
manufacturers will bid for contracts to manufacture rolling
stock, knowing that they will either have to partner with a
local firm or invest directly in SA themselves.
US firm General Electric’s establishment of local
capacity to build 90 locomotives for Transnet showed
what could be done.

The vehicle component industry continued its steady recovery
following the recession, increasing exports by 18% to R37.8 billion in
2011 over 2010, says National Association of Automotive Component
and Allied Manufacturers (Naacam) executive director Roger Pitot.

T

hese figures are unaudited full-year data.
Vehicle exports, with these vehicles including a
number of local components, also increased by 10%, to
R43.7 billion in 2011.
However, these numbers are not yet close to the
prerecession peak in 2008, with parts exports still 20% below
this peak, and vehicle exports 17% short of its record number in
real terms, notes Pitot.
Catalytic converters were again the star performer in
South Africa’s parts stable, with exports reaching R19.9 billion,
which is a 30% increase on 2010.
“This is a good recovery, but it was also, to some extent,
brought about by higher platinum-group metal (PGM) prices,”
says Pitot.
Engine and engine parts overtook leather to take the silver
medal, at R2.7 billion, a 17% increase over 2010.
Leather seat kits and parts dropped 24% to R2.3 billion.
“This is very disappointing,” says Pitot. “More than a
thousand jobs were lost in this sector as some multinationals
chose to source their leather elsewhere, probably closer to their
major markets.”
He also identifies leather as one of the more vulnerable
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sectors as the Motor Industry Development Programme (MIDP)
is scheduled to be replaced with government’s new Automotive
Production Development Programme (APDP) in 2013.
Other vulnerable sectors are alloy wheels and catalytic
converters.
“The APDP moves away from an export incentive to a
production incentive. It gives less to exports and more to the
production for domestic markets, which affects the
export-orientated industries, such as leather,” says Pitot.
“This year we started to see some components export
contracts not being renewed for some new vehicle models.”
Despite this, Pitot is not too negative about the future of the
components industry’s pillar industry, catalytic converters.
“For them the move to the APDP will be less traumatic than
for the leather industry, for example. Only 40% of the PGM
content of catalytic converters counted [for incentives] under
the MIDP, and the APDP starts with the same number. However,
this will phase down, which causes some concern for their
long-term ability to secure new contracts.”
Pitot says the move to the APDP will affect component
manufacturers in different ways. It will have a negative effect on
those companies primarily exporting their production volumes,

while those who supply local vehicle assemblers should not see
any difference. However, those manufacturers supplying parts
into the aftermarket will benefit from the policy shift.
The fourth-largest component export category for 2011 was
silencers and exhausts, at R2.2 billion, up 24% on 2010 figures.
Pitot is pleased with this number. “We always said we
wanted to export not only catalytic converters, but the whole
system around it.”
Tyres came in at number five, up 46% to R1.7 billion,
followed by radiators and radiator parts at R1.1 billion.
Axle exports jumped from R270 million in 2010 to
R520 million in 2011.
Wheels increased from
below R400 million to
R500 million.
The sectors shedding a
large percentage of export
business in 2011 include
glass, down 11% to R280
million, adding to the 25%
loss in 2010.

relates to cheap replacement part imports from Asian countries,
with their production heavily subsidised.”
Pitot laments that South Africa’s import duties on vehicles
are lower than those in other developing countries with vehicle
production facilities.
He adds that Naacam is positive about the export of a
number of new models starting this year, which will mean new
business for the component industry.
In total, employment in the component industry had
increased by 7% in 2011 over 2010, to 68 500 jobs, even if
this was still 16% below the peak in 2008.

Imports big concern
Pitot is not too pleased
with the record achieved
by total vehicle and
component imports in
2011, at R121 billion, up
from R100 billion in 2010.
Vehicle imports
reached R48 billion, up
from R37 billion.
Components imported
for use at South African
vehicle assembly plants
also increased, and was up
14%, at R44 billion.
Imported replacement
parts and tooling was up
0.5%, at R29 billion.
Adding up all these
figures means that the
local automotive industry
last year saw a trade deficit
of a whopping R39 billion,
up from R30 billion in
2010.
However, it is not all
bad news.
“Naacam is encouraged
by the increase seen in the
export of most categories
of components,” says
Pitot. “Some are back to
their peak levels, some
have exceeded these
and are at a record high,
such as axles. However,
others are still lagging their
peak, such as catalytic
converters, which topped
out at R24.5 billion.”
“It is disappointing that
the surge in vehicle imports
continues, as well as in
the market for aftermarket
parts. The latter largely
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Company acquires faster
laser marking abilities
Tracking and tracing equipment supplier
Traceability Solutions has acquired a new EV-40 laser
from US-based traceability company Telesis.

T

raceability Solutions sales manager Kyle Parker says the
laser is the highest-powered laser currently available for
vanadate marking. “The EV-40 laser enables us to mark
much faster on moving products than before.”
Traceability Solutions has acquired a prototype of this
laser to be tested for application in the security field, to
prevent the theft of high-value products, he notes.
This laser will also open up applications for the
cutting and removal of metals through the marking
process, he adds.
FiberCell laser cutting system
The company will also acquire a FiberCell laser
cutting system from laser cutting and engraving
equipment manufacturer Kern Laser Systems in
the third quarter of this year.
“This laser will be available at about one-third
of the price of traditional carbon dioxide (CO2)
cutting lasers,” says Parker.
The FiberCell system will be used to cut thin,
high-precision parts. Its laser beam is guided by a
fibre-optic cable, which attaches to a 90° beam delivery,
shooting the laser beam down to the worktable,
he explains.
This design reduces beam alignment time and
maintenance costs.
The system’s quality fibre laser beam will also result
in a faster cutting speed and higher-quality cuts than other
cutting
solutions.
The key
advantage of
this
laser system
is its
short beam
wavelength.
“The
wavelength,
which is
ten times
lower
than that
of a
conventional
CO2 laser,
generates
high
absorption
into metals,”
notes Parker.
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Future of laser
marking
Meanwhile,
Parker points
out that lasers
used for marking
and traceability are
becoming more
compact and energy
efficient.
The company has
recently acquired a
new laser system that
is one of the smallest
compact lasers in the
world.
However, even
though these lasers are
smaller, they are still powerful,
he says.
Further, affordable standalone lasers
are also becoming more popular. These lasers
do not need computers or three-phase power supplies
to run.
“A significant challenge in the laser marking and
identification equipment industry is that customers still think
that lasers are cheaper than their actual price and, therefore,
some companies might still feel lasers are too expensive to
purchase,” comments Parker.
This challenge is being addressed by the use of a new
controller. This new laser is the first vanadate laser system
available for under R180 000, says Parker.
The company also plans to use the new controller system
on portable handheld lasers, which will make them much
more affordable, he adds.
FiberMark laser engraving system
Traceablility Solutions will also introduce the 50 W version
of the FiberMark Laser Engraving System from laser engraving
and cutting technology manufacturer Epilog Laser to South
Africa for the first time.
This system incorporates state-of-the-art fibre laser
technology with flying optics beam delivery to offer a large
engraving area.
The FiberMark laser is designed for commercial and
industrial applications such as marking barcodes,
data matrix, serial numbers and graphics onto items like
tools, production parts and a variety of other metal surfaces,
Parker says.
For further details contact Traceability Solutions on
TEL: 011 704 4744

BSi Steel launches
Express store venture
JSE-listed steel manufacturer
BSi Steel’s entry into the retail market
through the launch of its ‘BSi Express’ stores
is already achieving measurable results.

T

argeted growth into Africa and
further expansion into South Africa’s
retail sector will remain a core focus
for JSE-listed steel manufacturer BSi
Steel’s year ahead, says Chief Executive
for the company’s SA Merchants division
Ross Teichmann.
BSi Steel’s drive to expand its
operations in Sub-Saharan Africa, both
organically and geographically, accounted
for a large portion of the company’s 12%
increase in revenue during the second
half of 2011; while its venture into the
retail market though the launch of its
‘BSi Express’ stores will result in an
increase in the company’s overall gross
profit margin.
Building on the momentum gathered
from the company’s achievements in the
retail sector during 2011 whereby
BSi Steel successfully established two
BSi Express stores in Gauteng,
Teichmann says that the company
aims to establish no less than three
BSi Express stores per year going
forward. With increased support from a
capabilities and expertise point of view,
Teichmann says that BSi Steel could look
to establishing as many as six stores
per year.
“Having already achieved measurable
success at our first two BSi Express
stores in Kya Sands, Johannesburg
North, and Wychwood, Germiston, we are
preparing to launch our newest Express
store in Brits, North West, in April of this
year,” explains Teichmann.
He adds that BSi Steel is optimistic
about the new
Brits Express
store and the
potential that the
market holds.
“In close vicinity
to areas such
as Ga-Rankuwa,
Rosslyn and
Rustenburg,
the store will be
ideally located

to service the ever-growing needs of
the mining, agricultural, automotive,
manufacturing and informal sectors,”
explains Teichmann.
“Even though individual branch tons
are low, the volumes when combining
all the stores should support BSi Steel’s
position as one of the fastest
up-and-coming steel distributors in South
Africa. The roll-out of the retail outlets will
capture a greater cash sale component
for the BSi Steel group, with the aim
of improving the overall gross margins
significantly,” explains Teichmann.
Meanwhile Teichmann says that
BSi Steel aims to solidify its ‘on
the ground’ presence by increasing
exports from its Bulk Sales division
to its ‘Express-type’ stores in Zambia,
Zimbabwe, Mozambique, the Democratic
Republic of Congo and Ghana.
Teichmann notes that the company is
expecting healthy growth from its Maputo
and Tete branches in Mozambique, as
well as from its Accra branch in Ghana.
In both cases Teichmann says that this
growth forecast is as a result of a marked
increase in mining and infrastructural
development.
“Mozambique’s limited railway and
port capacity is driving infrastructural
development plans that will no doubt
result in an increase in steel demand;
while Ghana has seen a surge in the
development of gold mining and gas
projects. We have an established
presence in both of these countries and
would like to think of ourselves as being
ideally positioned
to serve the
steel needs of
these markets,”
explains
Teichmann.
For further
details contact
Ross Teichmann
of BSi Steel
on TEL:
011 861 7600
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Equipment acquisition
to improve processing speed
An investment in new laser-cutting equipment will enable
sheet-metal components and subassemblies manufacturer Fabrinox
to achieve a higher processing speed on thin metals.

T

he efficiency of the fibre-guided TruDisk 3001 is twice
that of the current carbon dioxide beam source machines
Fabrinox operates, and when the machine is in full
production and all processes are optimised, the output will
double the current capacity.
MD André Visser told Engineering News that the company
expects to take delivery of a TruLaser 5040 Fiber L47 machine
from manufacturing technology provider Trumpf in May this
year.
“This machine is part of a bigger expansion programme
worth R14 million and will be the second machine to be
commissioned this year. The balance of new equipment will
follow in early 2013 and includes new processes to broaden
the company’s service offering,” says Visser.
The TruLaser 5040 Fiber L47 machine, with a maximum
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laser power of 3 kW, is being imported from Germany.
“This technology was only made available to the market in
December 2011 and is very new,” he says.
He notes that a definite advantage of this machine is that it
consumes less energy.
In addition to the energy efficiency of the laser’s
fibre-guided TruDisk 3001, the machine features an efficient
cooler, which adapts the cooling power as needed by means of
four compressor stages, reducing energy consumption when
lower cooling power is required.
The machine also has an automatic shutdown system that
is activated or deactivated by a switch element. It automatically
shuts down if a program end or job end is indicated for longer
than five minutes, or if there is no axis motion for ten minutes.
Besides saving energy, the automatic shutdown reduces

wear and tear on the machine, says Visser.
The TruLaser 5040 is able to process a range of
metals. “The laser cuts thin stainless steel and aluminium as
well as nonferrous metals, such as copper and brass, reliably
and with great precision,” he says.
It can also easily cut mild steel up to 20 mm.
Visser notes that the machine’s single cutting head
technology, automatic nozzle changer and focus setting are
what make it unique.
“With the TruLaser 5040, different material thicknesses
can be processed without having to change cutting heads,
reducing non-productive time.”
Further, as the cutting head does not need to be
changed, contamination of any kind is prevented from
infiltrating the beam delivery system, which has a
positive impact on the process reliability of the machine,
he states.
In addition, the machine’s automatic nozzle-changer
option eliminates the need for operators to exchange nozzles,
providing optimal support, especially during automated
system operations.
Local laser industry
Visser comments that the use of laser technology
has increased rapidly over the past ten years and has
become standard in most industries. He adds that it is,
therefore, no longer a company’s biggest competitive
advantage.
Nevertheless, he notes that, despite challenging market
conditions, the number of projects requiring the use of laser
technology has increased over the past five years.

Currently, Fabrinox is especially active in Africa, with the
number of projects having “more than doubled over the past
two years,” he says.
Visser believes that one of the reasons for this increase
in projects is that companies in Africa are realising that
they can rely on South African companies to provide them
with the required products. “Also, we are in the same time
zone, which simplifies trade between countries,” he
explains.
Further, he points out that laser technology is becoming
more user friendly.
In addition, Visser expects the automated loading and
offloading of material onto laser machines to become more
prevalent in future. “These automation technologies are
mostly available in Europe at the moment but will be
available in South Africa within a few years,” he says.
Meanwhile, Visser highlights rising electricity costs
as being Fabrinox’s biggest challenge, adding that the
energy efficient TruLaser 5040 will significantly benefit the
company.
Further, the lack of skilled operators and programmers
is proving to be another significant challenge. For this reason,
Fabrinox runs a training programme for its employees.
“We employ a certain number of young people, not older t
han 25, who are then given in-house training and sent to
Europe to receive training from the machine suppliers,”
he explains.
Fabrinox will, this year, focus on increasing its capacity as
it diversifies into new markets and on training artisans and
operators to provide customers with high-quality products
and services.
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Got a great idea? Now what?
Your company's intellectual property, whether that's patents, trade secrets
or just employee know-how, may be more valuable than its physical assets.
Registering your design and intellectual property, patent amendments as well as
managing patent renewals are all the vital elements of intellectual property
protection involved in getting your product to market and protecting this value
and preventing other people from benefiting from it financially.

H

ennie van Niekerk is the inventor of the Ultra Lock,
the world’s first intentional emergency locking device
for security gates. Having started out as a structural
draughtsman at the South African Railways, Van Niekerk’s
specialities were in reinforced concrete and structural
steel work.
However his hobby was light steel work, so he made
security gates, staircases and gadgets in his backyard. It
was while working on his hobby that Van Niekerk had a
‘eureka!’ moment. “I realised that security locks were too
complicated. They were unproductive, difficult to install, they
locked automatically and they wasted time. There was space
for a simpler, intentional locking device that could be easily
installed by welding it into the frame.”
At that time Van Niekerk was not sure how to take the
invention further. However, in 1992, providence stepped in.
While driving to work he saw a bumper sticker that said
Inventors Unite! Van Niekerk contacted the Institute of
Inventors and Innovators and then everything fell
into place.
“The Institute helped with everything,” says
Van Niekerk. “It didn’t only assist me with patents,
IP and drawing up documents, it also helped
to protect the patent and to renew it, and it ran
informative workshops that explained what I should
and shouldn’t do to commercialise the locks.”
More than just bent metal
Stepping back a few years Van Niekerk started
his first engineering business, Henwill Engineering
in 1989. Initially it was mainly a jobbing shop but has since

Hennie van Niekerk, the inventor of the Ultra Lock
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grown into a full
production shop
that manufactures
various
components
and products
that are used as
electrical support
systems, cable
management and
structural support
systems for the
construction and
IT industries in
Southern Africa.

Above: Ultra Locks assembled and ready
for packaging. Left: Ultra Locks being tested

“We supply the manufacturers,
wholesalers and suppliers with
custom components such as strut, cable trays,
cable ladders, power skirting, cantilever arms, wiring
channels, brackets, clamps and fasteners who then install
them,” explained Van Niekerk.

Brothers Derrick and Henk van Niekerk

The company has installed a Durma HD-F series fiber laser,
which is believed to be only the second fiber laser to be installed in
South Africa. The machine was supplied by Rijva Quality Machines

“The array of components and products is numerous
and come in all shapes and sizes according to the clients
drawings or requirements. Flat sheet is bent, formed,
punched, stamped or notched. Depending on the
component required we also weld and if necessary have
the components galvanised or painted for the clients.
Many of them are high volume orders and therefore require
equipment that is reliable with repeatable operations at
high speed.”
“Although we still have a number of machines that
you can not consider modern they are nevertheless

The company has 25 eccentric presses,
ranging from three tons to 150 tons, almost all of them
supplied by Rijva Quality Machines

essential to the operations that we need to perform to
produce the components. Take the eccentric presses for
example. We have 25 of them ranging from three tons
to 150 tons. At this stage it is not economically viable to
go ‘modern’. You could say the same about our three
guillotines.”
“Having said that, we have invested substantial amounts
in equipment and software in other areas of the manufacturing
plant, the latest being the Durma fibre laser and Durma
press brake, both of which arrived in the last month and
there is still more investment on the horizon.”
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The birth of the award winning Ultra Lock
All the while van Niekerk had
been working on developing his Ultra
Lock and this came to fruition in 1992.
“I wanted a product that was
simple to install with an added security
feature that was user friendly for the
end user because I found, at the time,
the locks in the marketplace were
too complicated on both
counts.”

Elder son
Henk (38), who has been
working in his father’s business full
time since 1996, interjects. “Dad has always
had a creative engineering brain and he amazes me at how
he comes up with solutions that are so simple and practical
in the end. He will go into the factory, make a component and
only then will the drawings be done. Coupled with his appetite
for being hands on and a workaholic it is difficult to fill his
boots. He is more than just a metal fabricator; he is a problem
solver and a solutions man.”
“I will give you an example. Some of the lock components
need to be welded onto the base plates. This is a time
consuming operation considering the amount of locks that we
manufacture daily. We have
now installed three robotic
welders but it was the jigs and
fixtures that are needed to
make the welding operation
as efficient as possible.
No problem. Dad designed
his own and improved the
efficiencies by designing a
The levelling and supporting
rolls of the Dimeco-Alipresse
levelling machine

A Dimeco-Alipresse cut-to-length
and levelling line is due to be
installed by Rijva Quality
Machines in September

fixture
that can
easily be rotated
and flipped thus giving us the
maximum benefits.”
After setting up the legal requirements for the
patents and IP documents for the Ultra Lock, van Niekerk
established his second business Ultrafab which is responsible
for manufacturing of the world’s first intentional emergency
locking device for security gates.
With the fifth generation of the lock about to be launched,
the success of van Niekerk’s invention can be seen by most of
us, every day of our lives. The lock has also received numerous
awards over the years, the most notable being the Gold Award
from the British Innovators Awards.
“Security in South Africa is big business and locks are
an integral part of the prevention side. Our locks come in
five different sizes and are made up of about 17 different
components. They can be used on swing or sliding gates
with a dual action, key or push button, locking mechanism,”
explains van Niekerk.
“Most of the components are made by ourselves but
there are certain components that have to
be machined and this we outsource. The
padlocks used in the locks, which come
with three keys, are imported. We found
that to have these made locally would make
the lock too expensive.”
“We distribute them through
wholesalers, steel merchants and some
hardware stores. We have also recently
managed to get some protection through
the dti Customs & Excise department
whereby a duty is required to be paid by
anybody wanting to import a similar lock.

Here you see a picture of the Dimeco-Alipresse
levelling machine, which is the actual heart of
the cut-to-length line.
This machine has 17 levelling rolls with 7 packs of
supporting rolls which are individually adjustable through
CNC controlled servo motors. With this it is actually
possible to level any quality of steel.
The levelling machine is about
50% of the total investment in the
cut-to-length line which gives you an idea
how important this part of the whole line is. This
will give the company a
huge advantage compared to the
cut-to-length lines already in the
steel supplier market that have
straightening machines. A straightening
machine only has 5 or 7 straightening rolls
with no supporting rolls. These machines
only straighten the bow of the
material when it comes from the coil
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The company has a number
of press brakes and guillotines.
Here you see two machines
from Safan supplied
by CML Machine Tools

The third machine that the van Niekerks have
purchased from Rijva Quality Machines is a
Durma Synchro AD-R 30135 CNC press brake.
This fully CNC hydraulic press brake arrived at the
same time as the fiber laser and takes the
total number of press brakes to six

An importer did bring in some locks from China but these
were of inferior design and quality. It had a similar name
to our locks and clients presumed that we were linked to
this product. This is why we have sought protection namely
to uphold our name, the dumping of inferior product and to
protect our IP.”
Besides the locks Ultrafab also manufactures
other security related products and components.
These include sliding gate wheel kits, hinges, lugs,
pole caps and lock boxes, as well as other security
accessories.

The company has a Euromac
multi-turret CNC punch
as well that was supplied
by CML Machine Tools

Metal Formers
Metal Formers is the third company that van Niekerk
and his two sons Henk and Derrick operate from the same
factory in Industria, Gauteng. Derrick (34) has been in the
family business for just over a year although prior to that he
did run a galvanising business for four years that was also
owned by the family. Derrick is a ‘modern’ version of his
father in that he likes to be involved in the development
and design of new components and products but uses the
current IT tools at his disposal. These include Pro Engineer
and SigmaNest.
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“The fiber laser source is from the
world leader in high power fiber lasers
and amplifiers, namely IPG, a company
that pioneered the development and
commercialisation of optical fiber-based
lasers for use in a wide range of operations.”
“The machine is taking care of all our
current requirements and at the same time I
have been using it to do development work.
This still leaves us with excess capacity and
we will actively be looking for outside work.
In a sense we can now offer a service centre
facility, especially in view of the cut-to-length
line that is due to be installed in September
this year,” continued Derrick.
Dimeco-Alipresse cut-to-length
and levelling line
“Another sizeable amount of investment
Besides the locks Ultrafab also manufactures other security related products
has been in the Dimeco-Alipresse cut-to-length
and components. These include sliding gate wheel kits, hinges, lugs, pole caps
and levelling line. The machine is fed from a
and lock boxes, as well as other security accessories
de-coiler that houses a 25 ton coil that can
accommodate material of 1500 mm wide
and 4 mm thick. From there the material is
Metal Formers was established to accommodate the ever
levelled, an important part of the operation. A hydraulic shear
increasing requests for supporting products and equipment for
then crops the ends and cuts the blanks, which are then
the industries that they were already involved in. These include
processed later on our other equipment,” explains Henk.
computer cabinets, self service terminals and distribution
“This is a giant step forward in the company’s history
boxes.
because we will be virtually in control of all the processes
“The solar industry is coming to the fore more and more
that the company is involved in once this line is installed. In
these days and as a result we are now manufacturing solar
future we will only be reliant on the suppliers of the coil and if
battery boxes and have recently started to manufacture solar
a client needs any finishing operations such as galvanising or
panel support structures for third party clients,” said Derrick.
painting,” continued Henk.
“We plan to develop more products and related
“Again we are going to have excess capacity and we will
components in this area because we see huge potential in
actively look for new clients.”
the future,” continued Derrick.
New equipment
Currently the three companies process between 300 and
500 tons of metal a month. “This is a sizeable amount of
metal to process and the number of components dispatched to
clients is numerous. We have kept up-to-date by installing new
press brakes and a multi-turret CNC punch press but we still
experience hold-ups with material supply. This is why we have
taken the decision to have more control in this department
and invest in equipment that we believe will alleviate this
problem,” explained van Niekerk.
A trip to France and Turkey in 2011 has seen the
company purchase a Dimeco-Alipresse cut-to-length and
levelling line, a Durma fibre laser and a Durma Synchro
AD-R 30135 CNC press brake.
Durma HD-F series fiber laser
“This is our first venture into the laser arena,” said Derrick
“and I am very happy that we have taken this decision. We
installed the Durma HD-F series fiber laser, which we believe
is only the second fiber laser to be installed in South Africa, in
March. We took into account the type of work we are involved
in and the Durma suited our needs.”
“With its dynamic motion axes driven by linear motors
with more than 3G acceleration and 200 mm/min speed the
Durma is ideal for cutting sheets of less than 10 mm. Besides
savings on maintenance and consumable costs, in view of the
energy supply situation in South Africa, the fiber laser has a
30% saving on energy costs as compared to a CO laser. We
know that fibre lasers have their limits but for the
type and thickness of material that we are processing it
is not a problem.”
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Durma Synchro AD-R 30135 CNC press brake
The third machine that the van Niekerks have
purchased from Rijva Quality Machines is a Durma Synchro
AD-R 30135 CNC press brake. This fully CNC hydraulic press
brake arrived at the same time as the fiber laser and takes
the total number of press brakes to six.
The 135 ton machine has a chamfer length of 3050 mm,
a distance between columns of 2600 mm and a stroke length
of up to 265 mm.
Between the three companies there are 90 staff
employed.
For further details TEL: 011 473 1800

The company uses three robotic welders to weld
lock components onto the base plates

A fixture for the automotive industry

Full marks for training and education has helped specialist tool,
jig and die maker, DKT Engineering of Port Elizabeth to qualify for
Level Three BBBEE status.

N

ow in its 6th year of operation Perseverence,
Port Elizabeth based DKT Engineering specialises in
the design and manufacture of jigs and fixtures for
the automotive industry in South Africa. Founded in 2006 by
Managing Director, Pieter Erasmus the company has been on
a mission to deliver high quality, cost-effective jigs and
fixtures to its customers on time.
In this relatively short time the company has built up
an impressive list of clients in the automotive OEM and
component industry. These include Eberspächer, Faurecia,
Luk Africa, Tenneco and VWSA. But how has it been achieved?
“DKT achieves this by investing in its people, the
community and new technologies,” said Erasmus.
“From the beginning we set out to achieve ISO 9001:2008
(incorporating design) accreditation as we knew this
would not only benefit our company but also help the local
manufacturing industry to be more competitive,” continued
Erasmus.
DKT designs and manufactures complex tools that
resemble mini assembly lines, complete with hydraulics,

A view of the shopfloor
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pneumatics and automation. The company is one of a handful
in the Eastern Cape to receive quality accreditation for design.
It designs and manufactures complex tools, jigs and dies, as
well as automated production machinery, for the catalytic,
motor, food and beverage industries throughout South Africa.
“If a tool is substandard, the product it is used to make
is substandard. And good quality starts at the design phase.
That is why we decided to apply for ISO 9001:2008 design
principles – and are now looking at the next level of quality
standards (TS16949-2009),” said Erasmus.
“The accreditation proves that world-class skills are
available in the Eastern Cape, and that manufacturing
equipment does not all have to be imported. We have access
to the latest technology and design through an association
with DKT Thielgen, Germany.”
“One of the problems with importing manufacturing
equipment is that it is often not designed for South African
conditions. We find that we need to adapt the designs of
most jigs, tools and automated equipment that we are asked
to produce locally. There are some important differences
between manufacturing in South Africa and Europe, the
United States or Japan, due to different skills levels.”
“Another advantage of using a local supplier of jigs and
fixtures is that they are on hand to provide support when
needed. Production delays are kept to a minimum when
spares and repairs are needed, or when the equipment
needs to be modified to accommodate design changes and
new models.”
“With the accreditation, clients commissioning DKT
to design and supply jigs and fixtures now have “more
confidence” that the equipment “will work first time,” says
Erasmus. “The accreditation also opens up possibilities
for the export of jigs and fixtures.”
DKT Training Centre
DKT Engineering is also doing their part in uplifting
unskilled, unemployed South Africans with the establishment

of their training centre.
Michelle wanted to further herself.
The DKT Training Centre opened in 2010 and offers an
“My dream is to qualify in something for the first time so
18-month apprenticeship course in tool, jig and die making,
that I can start working as a technician in a big company. Then
considered a critical skill in the engineering industry. Both
I want to study to become an engineer so that I can earn good
theoretical and practical training is conducted on-site at the
money as a woman.”
company's engineering works.
The school is also suitable for those without any
“Qualified tool, jig and die makers often end up
experience, such as the other female student, Wendy Tsotsi.
specialising, which means that you get a CNC machinist,
“I have always liked the trade and don't like to be stuck in an
or turner, who will do little more than stand behind a machine
office. I hope to have the skills and knowledge to be able to
for the rest of his or her career. Due to this, critical skills are
teach other apprentices to become good artisans.”
often lost to industry,” explained Erasmus.
The training courses run by DKT are MERSETA registered.
“At DKT, we produce
artisans that can meet the
BBBEE Level Three
diverse requirements of the
through training
South African market. We
Full marks for training
want to be recognised for the
and education has helped
quality of training provided,”
DKT Engineering of Port
continued Erasmus.
Elizabeth to qualify for
The centre can
Level Three BBBEE
accommodate up to ten
status.
apprentices, with the current
DKT Engineering was
intake including two young
evaluated in terms of
women. One of the female
section 9(1) of the
apprentices, Michelle
Broad-Based Black
Kitching, has several years'
Economic Empowerment Act
experience in milling, turning,
53 of 2003, using
grinding, as well as in
the Qualifying Small
CNC machines, blocking
Enterprise Scorecard (QSE).
machines and jigs and
In the area of procurement,
fixtures. Despite her
DKT scored 21.5 out
DKT Engineering was established in 2006 by
Managing Director Pieter Erasmus

practical knowledge,
of a possible 25 points.
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“We have a strict procurement policy which supports other
companies which are BEE compliant,” says Erasmus.
The company also has a strong focus on socio economic
development, and scored 24.5 out of a
possible 25 points in this area.
“We do a lot of community
work, and this year we have
also been involved
with the
Johan Botha
Cycle Charity,” he
adds.
The company is
currently working on a
five year plan together
with Labournet to
increase its level of
employment equity.
“Achieving this level of BBBEE
status shows both our clients and our partners what we
believe in,” says Erasmus.
Services
The DKT Engineering facility features seven CNC machines
that include CNC milling, turning, surface and cylindrical
grinding. Other operations offered are universal milling,
conventional turning and spark eroding.
The design department offers clients the opportunity to
build their project from the ground up. Each project can be
designed, engineered and tested in a virtual environment
before the manufacturing process begins.
DKT Engineering has implemented a highly efficient
procurement, inventory and project management system
using Visual Jobshop software.
The final step in the manufacturing and engineering
process is automation. DKT Engineering offers automation
and installation services for each project.
New equipment
Keeping up the company’s pledge to provide its clients
with the latest technology, the company has invested in two
new Leadwell CNC machines this year.

A futher fixture being
assembled
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Above: Installed in March by WD Hearn was a
Leadwell T 7 CNC turning lathe.
Left: A Leadwell V 50 L CNC high speed machining centre
arrived in January. The machine was installed by WD Hearn

The first, a V 50 L CNC high speed machining centre
arrived in January. This high performance machining centre
comes with XYZ axis travels of 1270 x 635 x 610 mm,
a pallet size (LXW) of 1420 x 610 mm, spindle speeds of
8,000 rpm, an 18.5 kilowatt spindle motor, an arm
automatic tool changer, tool shank of BT-40 and a 24 tool
storage capacity.
The Leadwell V-40 and V-50i VMCs have been redesigned
to add 2,000 lbs to the base casting to improve stability and
machining accuracy compared to original designs. Along
with the heavier base size, the new design includes a larger
column featuring a heavier bottom section.
Installed in March was the Leadwell T 7 CNC turning lathe.
The T 7 has a maximum swing of 520 mm with a maximum
turning diameter of 350 mm with travels of X axis 195 mm
and Z axis 600 mm with feed rates of 20 and 24 m/min
respectively. The bar capacity is 65 mm, chuck size 8 inch,
spindle speed 4500 rpm and the machine has a
15 kilowatt spindle motor.
For further details contact Pieter Erasmus on
TEL: 041 405 5700 or visit www.dktsa.co.za

A fixture in the process of being
manufactured
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Fabrication is
LCV Engineering
Solutions’ business
One of the first companies to import
a laser machine has changed direction
since those early days.

T

he laser cutting sector within the manufacturing business
has become a valuable commodity. Due to the various
advantages this form of technology has brought to the
industry, numerous types of machines have been developed
accordingly to allow for different laser cutting requirements.
Initially laser cutting was not a very popular form of cutting
metal mainly due to ignorance and the cost per component.
The first machine was only imported into South Africa in the
1980’s and by the turn of the century there were less than
100 machines installed.
Since then perceptions have changed, the technology
has taken giant leaps forward and machines have as a result
become more productive, versatile and cost effective. With
official figures not readily available it is estimated that there
could be close to 400 units specifically involved in metal cutting
that have been imported into South Africa.
Laser Cut Varios, established in the early 1980s, was one
of the first South African companies to become involved in laser
cutting. The company was formed by the late Bobby Skok who
had imported a Mazak from Japan. Brothers Umberto and Tony
Varaldis were also involved in the company, which based its
operations around a single laser cutting machine. The company
was able to fulfil various strategic and operational functions;
however, its capabilities were limited to laser cutting services,

LCV Engineering Solutions is today recognised
as a fabrication company

and only of particular thickness and quality of materials.
In 1995, the business was acquired by Allan Richards, who
saw tremendous growth potential in both the business and
the industry. That growth was realised with further investment
in laser cutting machines and flame cutting machines. The
company also changed brands to Bystronic equipment and
acquired a Bylas, one of the first models to be manufactured by
Bystronic.
Shortly thereafter Laser Cut Varios purchased a Byflex laser
which the company later modified to suite their needs.
“We landed a contract to cut a sizeable number of pipes for
Foskor and the traditional method we were using was very time
consuming,” said
Donovan Richards, current
Operations Director and son of
MD Allan Richards.
“So we decided to use the
laser but had to modify the
machine. Originally the
bed size was limited to
4200 by 1500 mm, we
then lengthened the cutting
length to 5500mm. Bystronic
themselves had never seen this
done before so they were very
interested once we had done
the modification. This machine
is still running today and
accommodates all the tube and
pipe cutting that we have to do.
This includes up to 700 nominal
bore pipes.”
The biggest laser cutting machine
that LCV Engineering Solutions
has is a Bystronic with a bed size
of 6.5 metres by 3 metres wide
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1998 saw the company purchase its third laser but
decided to go big this time. Although specifically purchased to
process tube and side plates at the time the Bylas 6530 has
a bed size of 6.5 metres by 3 metres wide, which allowed the
company to accommodate larger size sheets and thickness of
material.
The latest laser cutting machine that the company has
invested in is a Bystronic Byspeed 3015. This machine, which
has a cutting range of 3048 by 1524 mm, took the number of
lasers up to five.
Waterjet
That same year (1998) the company also invested in their
first waterjet cutting machine, a Byjet 4022, also purchased
from Bystronic. This machine was one of the first waterjet
machines to be imported into South Africa and it gave the
company the ability to cut much thicker materials.
“Our waterjet machine is able to cut all synthetic materials,
as well as carbon steels up to 160 mm, stainless steel
up to 120 mm and aluminium up to 140 mm. With a bed
size of 4000 mm x 2000 mm, two cutting heads enabling
simultaneous cutting of two separate parts, and a rotary axis
enabling the cutting of thick walled aluminium tubing, if you
need it cut, our water jet is more than capable,” said Donovan.
Bending
All the while in this period the company was recognised
as a quality jobbing shop rather than a service centre. However
they realised that they needed to add value and also offer
alternative services.

“Bending was the natural route to go as it is a
complimentary discipline to laser cutting,” explained
Donovan.
“The five bending machines that the company now
has consist of two Hammerle full CNC press brakes, with
3 point bending systems, air bending capabilities, front and
rear bending and robotic interfaces (3100 mm with a
400 mm stroke). These machines are run by some of the most
sophisticated software on the market today, enabling lasers
and bending machines to communicate on the same platform,
ensuring undisputed quality and unparalleled accuracy.”

Father and son Allan and Donovan Richards
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Left: The company has an Okuma CNC lathe with versatile
swing and travel ranges of 300 mm and 600 mm respectively,
and an Okuma CNC milling machine, with capacity for an
18 piece tool rack and bed size of 650 mm x 400 mm x 300 mm,
both supplied by Forest Engineering

“Complementing the Hammerles are three bending
machines ranging from 30 to 400 tons, capable of achieving
tolerances that even the Hammerles may find challenging.”
The company continued to add other beneficial services
including welding, section rolling and rolling.

LCV Engineering Solutions
purchased a Motoman Robotic
welding cell, which at the time
was one of the most
technologically advanced
machines of its kind
anywhere in the world.
The fully automated
robotic welder has two
manipulators that can
handle loads up to 500 kgs
each and two 4000 mm
jigging tables. The robot is
also on an 8 meter track
to accommodate longer
length welds in a single run
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Machining
In 2000 the company acquired a small machining shop
and it was not long thereafter before it invested in the latest
technology. Today the machine shop has capabilities in both
conventional and CNC turning and milling, which allows Laser
Cut Varios near limitless machining capabilities.
An Okuma CNC lathe with versatile swing and travel ranges
of 300 mm and 600 mm respectively, and our state-of-the-art
Okuma CNC milling machine, with capacity for an 18 piece tool
rack and bed size of 650 mm x 400 mm x 300 mm, are both
programmed from a remote office using the latest machining
software. Add to this a host of machines with capabilities for
drilling, tapping, counter sinking and surface grinding, and the
result is a highly proficient facility.
Change of direction – heavy engineering solutions
“Although I only joined the company in 2003 with a mission
to transform the business into a comprehensive fabrication

shop rather than a jobbing shop, it was only in 2007 that things
started to take shape,” explains Donovan.
“We purchased a Motoman Robotic welding cell, which
at the time was one of the most technologically advanced
machines of its kind anywhere in the world. The fully
automated robotic welder has two manipulators that can
handle loads up to 500 kgs each and two 4000 mm jigging
tables.”
“The robot is also on an 8 meter track to accommodate
longer length welds in a single run.”
“Our fabrication facilities offer heavy engineering solutions
that service the power generation, mining, railways, armour,
automotive, bulk material handling, construction and general
engineering sectors.”
“With the diverse supporting processes, such as laser
cutting facilities, as well as water-jet, bending machines, pipe
manipulation facilities, CNC machining, an in house design
team, and a research and development team we now regard
ourselves as a fabrication facility offering turnkey projects
rather than a jobbing shop.”
“By cutting virtually any material from metal to
synthetics, ranging from 0.1 mm to 80 mm in thickness
and then continuing to fabricate, we are able to offer
customised solutions to meet all customers’
specifications.”
“To demonstrate this, our shopfloor is full with various
commitments for large engineering companies. Projects that
we have been tasked to complete include fabricated
gantries for Medupi and Kusile Power stations, fabrication

of 100 ton hoppers for the mining sector, boiler plates

In total LCV Engineering Solutions have five laser cutting machines

The five bending machines that the company now has
consist of two Hammerle full CNC press brakes,
with 3 point bending systems, air bending capabilities,
front and rear bending and robotic interfaces
(3100 mm with a 400 mm stroke)
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Included in the equipment
is a Bystronic Byjet 4022
waterjet cutting machine.
The waterjet machine
is able to cut all synthetic
materials, as well as
carbon steels up to 160 mm,
stainless steel up to 120 mm
and aluminium up to 140 mm.
It has a bed size of
4000 mm x 2000 mm,
two cutting heads enabling
simultaneous cutting of
two separate parts, and
a rotary axis enabling
the cutting of thick walled
aluminium tubing

for the power generation sector, as well as pinch valves,
air tanks, bucket elevators, crushers, conveyor systems,
scrubbers, chutes and ducting, fan casings, de-stoning drums,
liner plates which we profile and counter sink, tube plates,
revolving bases and bulk material offloading systems.”
New factory and new name
The progression and growth that the company has
experienced in the last few years has also resulted in
organisational changes.
To fit its vision of being recognised as a fabrication
company a name change was necessary. The birth of
LCV Engineering Solutions coincided with a major move
from Denver on the outskirts of Johannesburg to the
Alrode industrial area in Ekurhuleni, south of Johannesburg,
in 2009.
“We now have a facility that can accommodate all the
large structures that we are fabricating. With 8000 m² under
roof and 30 ton overhead cranage facility we can now allow for
increased production levels, providing us with an opportunity to
tender for bigger contracts.”
“Currently we employ 120 staff members as well
as a number of contract workers while the shop runs 24/7.”
Meanwhile, not immune to the skills crisis, particularly
with regard to manual labour, LCV Engineering Solutions is
bridging its internal skills gap through an in-house training
programme and mentorship, aimed at increasing the output

LCV Engineering Solutions lengthened the cutting length
of one of their Bystronic lasers to 5500mm to accommodate all
the tube and pipe cutting up to 700 nominal bore pipes

of younger-generation boilermakers and welders within the
industry.
LCV Engineering Solutions is an ISO 9001:2000 certified
organisation and uses proprietary software such as SolidWorks,
SigmaNest, X-Steel, StruCAD, SolidEdge, MasterCAM and
Pro Engineer to design and facilitate client drawings.
For further details contact LCV Engineering Solutions on
TEL: 011 908 1100

LCV Engineering Solutions’ fabrication facilities offer heavy engineering solutions that service the power generation, mining,
railways, armour, automotive, bulk material handling, construction and general engineering sectors
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Tips for proper machine alignment

A

n important part of keeping equipment running
smoothly is regular monitoring and maintenance to
ensure the machinery is properly aligned. Misaligned
shafts and belts on rotating equipment can increase the
risk of costly, unplanned downtime. Misalignment can
also damage seals and couplings and lead to subsequent
lubrication problems. In these situations, correcting shaft
or belt misalignment is the only way to forestall future
seal failure and associated loss of lubricant.
When shafts or belts are improperly aligned the load
on them increases, potentially resulting in a range of
problems that can have a direct impact on a company’s
bottom line.
These problems include:
• Increased friction, which can lead to excessive wear,
excessive energy consumption, and the
likelihood of equipment breaking down prematurely;
• Excessive wear on bearings and seals, resulting in
premature failure;
• Premature shaft and coupling failure;
• Excessive seal lubricant leakage;
• Failure of coupling and foundation bolts; and
• Increased vibration and noise.

To help prevent these potential problems, SKF offers
these tips:
1. There are basically two kinds of shaft misalignment:
parallel (or offset) misalignment and angular misalignment.
With parallel misalignment, the centre lines of both shafts
are parallel to one another, but they are offset. In angular
misalignment, the shafts are at an angle to one other.
You must consider both possibilities when checking for
misalignment.
2. Don’t rely solely on visual inspection to check alignment.
Dial indicators are somewhat more accurate, but don’t
provide real-time values to help technicians to measure and
attain correct alignment simultaneously. Instead,
dial indicators must be removed and reinstalled after each
alignment adjustment is completed. Neither method
provides the level of accuracy required by much of today's
precision machinery.
Today’s laser-guided tools are quick, easy-to-use and
accurate. They typically consist of two units that emit
and detect a laser beam, and a handheld control device.
The handheld device displays real-time coupling and foot
values (which indicate moveable machine foot positions to
facilitate corrections) during the alignment process,
eliminating the need to remove and reinstall the measuring
units after each adjustment. In addition, the laser system
tool documents the values, which can be downloaded
to a computer and used to benchmark future alignment
inspections.
3. When inspecting for misalignment, be sure to account
for “soft foot,” a condition where one foot of a machine does
not sit flat on the base plate. Shim plates generally can be
used to bring machines back into alignment.
4. Institute an ongoing alignment maintenance program
to document alignment conditions before a machine is
removed from service and to make sure any misalignment
is properly detected, analyzed and corrected.
SKF develops and supplies laser-guided shaft alignment
systems. Its TKSA 60 and TKSA 80 shaft alignment systems
are designed for novices as well as experienced users.
Each provides a complete built-in alignment process
that takes users from preparation and evaluation all the
way through to correction and documenting the results
achieved. Each system’s built-in wireless module will
eliminate the need for additional cables and devices,
creating a faster, more efficient tool to collect the necessary
alignment data.
Complementing TKSA 60 and TKSA 80 shaft alignment
systems are the laser-guided TKSA 20 and TKSA 40 utilities.
The TKSA 20 is an easy-to-use shaft alignment tool designed
for beginners or experts, while the TKSA 40 offers a graphical
interface and additional features, such as the ability to
check alignment using pre-installed or user-definable
tolerance tables built into the system.
This article first appeared in American Machinist
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After teasing and enticing the motoring world for weeks, Ferrari
has finally lifted the wraps off its F12 Berlinetta - the fastest road-going car
the firm has ever built.
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T

he new Prancing Horse’s impressive 6 262 cc V12
engine has a maximum power output of 544 kW. At
2 500 r/min F12 Berlinetta drivers had better hold on,
because the 690 N.m of torque will kick in from there and be
available until the engine reaches a speed of 8 700 r/min.
This engine is mated with an F1 dual-clutch transmission and
helps the F12 Berlinetta achieve a zero to 100 km/h time of
3,1 seconds. For those of a daring disposition, the top speed is
claimed to be “over 340 km/h”.
Despite high power outputs, Ferrari has tried to keep
fuel consumption and emissions as low as possible. Fuel
consumption and CO2 figures for this supercar stand at
15 litres/100 km and 350 g/km respectively.
The F12 Berlinetta features an all-new spaceframe chassis
and the bodyshell uses 12 different kinds of alloys. The result
is a 20 per cent increase in structural rigidity and a kerb weight
of 1 525 (70 kgs lighter than the previous V12 coupe). Thanks
to aerodynamic advances, Ferrari states that downforce on this
vehicle is 123 kg at 200 km/h and that it has a drag coefficient
figure of 0,299.
Technical highlights on the F12 Berlinetta include carbonceramic brake discs (CCM3), Ferrari’s magnetorheological
suspension control system (SCM-E) and other control systems
such as E-Diff, ESP Premium, F1-Trac, and high-performance ABS.
The F12 Berlinetta's radical styling is a combined effort
of Ferrari Styling Centre and Pininfarina. The large smiling
face, aggressive lines and neatly styled rear end render this
Ferrari distinctive, yet in keeping with such stable mates as
the FF. Ferrari claims that the cabin has been designed around

“The Human Machine Interface
approach is emphasised, grouping
all the major commands within
immediate reach to guarantee
maximum ergonomics for the most
involving driving experience.”
the driver and that “the Human Machine Interface approach
is emphasised, grouping all the major commands within
immediate reach to guarantee maximum ergonomics for the
most involving driving experience”.
Ferrari confirmed the name of the successor to the 599 GTO
as the F12 Berlinetta ahead of its official debut at the Geneva
motor show.
The car, originally thought to be named the F620 GT, is the
most powerful Ferrari road car ever launched with advanced
vehicle architecture, aerodynamics, components and electronic
controls.
The design process – undertaken by both Ferrari and
Pininfarina – involved with lengthy wind tunnel testing and
extensive computational fluid dynamics (CFD) simulations.
A key aerodynamic (and visual) device is what Ferrari refers
to as The Aero Bridge. It uses the hood surface and a floating
front fender to generate downforce by channelling air away from
the upper part of the car to its flanks where it interacts with the
wake from the wheel wells to decrease drag.
Another way drag has been reduced is through the use
of Active Brake Cooling, a system that opens guide vanes to
the brake cooling ducts only at high operating temperatures.
Downforce is increased by 76 percent (123 kg at 200 km/h)
and drag reduced, with a Cd of 0.299.
Its interior – another collaboration between Ferrari
Styling Center and Pininfarina – continues the themes
seen in the recent 458 Italia and FF.

European machine tool builders
fear “De-industrialisation”

T

he European Association of the Machine Tool Industries
(CECIMO) is raising concern about its members’ declining
market share, and using a new market study to argue
for the importance of having manufacturers work closely with
customers, to develop new capabilities and to market products
and services effectively. The “Study on the Competitiveness
of the European Machine Tool Industry” was presented at a
round-table meeting of CECIMO members and members of the
European Parliament, held in Strasbourg, France.
The study was prepared by a voluntary group of
industrialists coordinated by CECIMO, and the group said it
presents a comprehensive study of the European machine tool
industry “in the post-crisis era.”
CECIMO is a consortium of 15 national associations of
machine tool builders, representing approximately 1,500
industrial enterprises in the E.U., European Free Trade Assn.
(EFTA), and Turkey, and covers more than 97% of total
machine tool production in Europe and more than 33%
worldwide.
The Strasbourg event was titled: “Made in Europe?
Challenges facing the EU’s machine tool industry.”
CECIMO said the results of its study reveal that the share
of European machine tool production has been in decline
over the last decade, largely because of the industrial

resources to cope with the unpredictable risks in emerging
markets.
The CECIMO study emphasized the importance of having
machine tool companies maintain close contact with their
customer base in order to undertake “joint innovation
projects” and to set up effective sales, distribution, and service
channels.
CECIMO also addressed the policies of some emerging
markets that distort fair trade by restricting market access,
undermining intellectual property rights, and directly support
domestic companies. The group said market access for
European imports is restricted, and predicted that this trend
will continue. Such practices risk “condemning European
suppliers to a small niche market of high-end products
and … risk gradually disconnecting them from customers
which (sic) relocate in these markets,” CECIMO stated.
“Cutting off the ties between a machine tool builder and
its customers means not only crippling sales, but also cutting
off the lifeblood of innovation of that company,” according to
Hauser.
“Losing the machine tool industry, a key enabling
sector, would mean losing the capability of making
‘next generation products’ and building the future
European economy,” CECIMO director general Filip Geerts said.

“Today, Asia consumes more than 66% of the world’s machine tool production
and China alone absorbs 50% of this. The share of European consumption
in world consumption has dropped from 40% to one-fifth (20%)
over the last decade, the share which was obviously lost to Asia.”
shift to Asian markets.
“Driven by the rise of China, Asia has become truly ‘the
factory of the world’ over the past decade,” stated CECIMO
vice president Michael Hauser. “Today, Asia consumes
more than 66% of the world’s machine tool production and
China alone absorbs 50% of this. The share of European
consumption in world consumption has dropped from
40% to one-fifth (20%) over the last decade, the share which
was obviously lost to Asia.”
Asserting the fundamental role of machine tools in
industrialisation, CECIMO indicated that emerging economies
have increased their investments in production systems that
have been supplied by the European machine tool industry to
a great extent. “This is good news for our companies as their
exports to China and Asia are booming,” said Hauser, who is
CEO of Tournos S.A. in addition to his CECIMO post.
“However, the bad news is that our customers relocate
outside Europe and we are forced to follow them to other
markets,” he continued. “Expanding to Asian markets is
almost ‘a mission impossible’ for an SME employing a
hundred people,” he said. Over 80% of CECIMO’s member
firms are small and medium enterprises (SMEs.) SMEs
generally lack human and financial resources to expand
internationally, and also lack the management skills and
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“If Europe became dependent on production technology and
know-how imports, this would be the final blow to European
manufacturing, leading to the total de-industrialisation of
Europe.”
CECIMO’s study stressed the need to continue
manufacturing in Europe, in order to maintain the
“manufacturing know-how.” It said this effort would be “a
pre-requisite to master industrial innovation and to benefit
from first-mover advantages to produce fuel-efficient cars and
airplanes, renewable energy generation equipment, medical
equipment for an aging society, and all other value-added
products in Europe.”
Geerts encouraged the EU and its member states to
commit to developing and implementing a long-term, common
European manufacturing strategy that is adjusted to the
globalization era.
“Such a strategy should support the internationalisation of
SMEs by providing assistance for capacity building, information
on market access, and more favourable conditions for export
finances, which will allow them to expand to emerging markets
and to benefit from economies of scale. Meanwhile, Europe
should focus on measures to boost innovation and productivity
which (sic) will enhance the competitiveness of manufacturers
in the global marketplace.”

AMT, AMTDA
seal merger agreement

T

he two trade associations representing respectively
North America’s machined products producers and
the organizations supplying them with production
equipment and supplies have merged. AMT-The Association For
Manufacturing Technology and AMTDA-The American Machine
Tool Distributors’ Association announced their consolidation as
“the beginning of a more powerful voice for the industry and an
unparalleled scope of benefits for AMT’s members.”

is a natural partnership that will help both organizations as we
seek to advance manufacturing in the United States.”
AMT said combining the two groups would establish
“a more powerful voice” for the manufacturing technology
industry, and offer numerous advantages to members,
including: more and improved member products and services;
access to business intelligence systems; data and information
from industry economists and analysts; and other social and

“This process, upon which we embarked two years ago,
is a natural partnership that will help both organizations as we seek
to advance manufacturing in the United States.”
The new AMT will be headquartered in McLean, Va., and
all current employees of AMTDA will be joining the new AMT
immediately. Directors of both organizations unanimously
endorsed the merger, along with “an unprecedented
percentage” of the memberships that voted on the move.
“It has always been our goal to find better ways to serve
the manufacturing industry,” stated AMT president Douglas K.
Woods. “This process, upon which we embarked two years ago,

workforce development opportunities.
“This merger is a logical evolution for the manufacturing
technology industry,” offered AMTDA chairman Steve M.
Wherry. “We are uniting the entire manufacturing technology
supply chain from engineering and building machines, to
integrating automation and support, to distribution services,
which will well serve the users of manufacturing technology
for their future.”
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LNS Group takes over
Yoshida Tekko KK

S

witzerland-based LNS Group acquired the assets of
Yoshida Tekko KK, a Japanese machine builder it said
would complement its line of bar-feeding and conveying
systems. No purchase price has been released. Yoshida
products will continue to be manufactured and supplied
for the Japanese market, and for export, and the LNS products
will be offered to complement those offerings in Japan. Also,
LNS will add Yoshida’s high-end filtration technology and large
conveyor systems to its offerings for the U.S. and European
markets.
“We want to optimize the material flow and enhance
productivity and efficiency for our customers, from the start
to the finish of the production cycle,” stated LNS Group
CEO Thomas Boehmer. “The Yoshida products, such as

conveyors and high-performing coolant filtration units, will
complement the product range of the LNS Group.”
“Driven by the same strong mutual desire to serve
customers, Yoshida is known for its innovative technology
and ability to solve difficult application issues,” Boehmer
said. “Our goal is to leverage our global sales network to
realize Yoshida’s dream of a truly global presence for
these technologies.”
With the addition of Yoshida Tekko, LNS Group will have
nine production plants and 800 employees, worldwide. It said
the acquisition gives it a base to introduce new products to the
Japanese market, and to expand its position supplying
bar feeders in Southeast Asia. LNS already has manufacturing
plants in Taiwan and China.

More co-operation details –
DMG Mori Seiki

A

ccording to Mori Seiki's third quarter 2011 statement
dated 2 February this year, it sold 17 DMG machines
in 2009, 198 in 2010 and 353 in 2011 (speaking
at the Pfronten event, president Dr Masahiko Mori seemed to
put the full 2011 figure at 600 DMG machines, however).
The sales focus has been on DMG's eco machines
(lathes and machining centres) made in Gildemeister's
Shanghai, China, factory.
For its part, DMG sold 29, 180 and 329 Mori Seiki

machines, according to the same Q3 report. On common
parts procurement, Mori Seiki says the two are buying
spindles, hydraulic units and fan coolers, but also cites
castings and standardisation of control panels as other
areas of procurement joint activity. In terms of
R&D/production co-operation, the new Ecoline,
DMU 50/70 5-axis machining centres, NHX5000 (Siemens)
horizontal machining centre and NLX 2500 CNC lathe are
highlighted.

Ford laying the foundation
for its $1 billion factory in India

F

ord Motor Co. (IW 500/6) said construction is underway
at the site of its future “state-of-the-art integrated
manufacturing facility” in Sanand, India.
During a ceremony recently, Ford's India subsidiary laid
the foundation stone in what will be the paint shop of its new
factory, which the automaker expects to finish in 2014.
The facility will have the capacity to produce 240,000 Ford
vehicles and 270,000 engines per year for Indian customers
and for export markets, the company noted.
“With this new state-of-the-art Ford Integrated
Manufacturing Facility for Sanand, we are committed to
significantly increasing our manufacturing output and
aggressively expanding our business in India,” said Michael
Boneham, Ford India's president and managing director.
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Situated on a 460-acre site, the integrated plant will
support stamping, body assembly, paint, trim and final
assembly, the automaker noted.
Ford India manufactures and distributes vehicles such
as the Ford Figo at its integrated manufacturing facilities in
Maraimalai Nagar, near Chennai. Including its automotive
operations, engineering, accounting, IT and other support
services, the automaker has 10,000 employees in India.
Ford said it has invested $2 billion in its operations in India,
and the automaker expects that number to grow with its new
factory in Sanand.
Ford has said that it will launch eight new vehicles in India
by the middle of the decade, beginning with the new Fiesta,
which it launched in July 2011.

LAMIERA 2012
returns to Bologna, Italy
Show specifically devoted to the metal forming machines manufacturing sector.

F

rom 9th to 12th May 2012, Bologna Fiera’s show
ground will host the sixteenth edition of LAMIERA, the
exhibition which is well-known as the most qualified trade
show specifically devoted to the metal forming machines
manufacturing sector.
Promoted by UCIMU-SISTEMI PER PRODURRE, the
Italian Machine Tools, Robots and Automation Manufacturers’

attention of international users on its exhibitors. LAMIERA will
also document the evolution of the world of metal forming
machines, promoting the definition of increasingly technically
advanced solutions via the exchange of ideas that takes place
when manufacturers and users meet. If they plan to compete
on the international market, companies cannot afford to ignore
the new technological models that are weighing upon the

An event not to be missed to establish new and more profitable
technical and commercial business relationships
Association, the exhibition, alongside an exhaustive review of
the world-wide offering, will present a new version of Lambda
and will give space to the debate of the most interesting and
relevant issues in the sector.
By presenting itself as an event not to be missed to
establish new and more profitable technical and commercial
business relationships, the 2012 event will focus the

development of production systems.
The setting for this event will be Bologna’s trade show
ground, a modern exhibition centre that covers an area of
approximately 375,000 square-metres including indoor and
open-air spaces, with 18 fully cabled, air-conditioned halls,
equipped with IT systems.
For further details visit www.lamiera.net
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EuroBLECH 2012:

Sustainable success in a global market
Stand reservation for EuroBLECH 2012, the 22nd International
Technology Exhibition for Sheet Metal Working, has already begun.

T

aking place from 23-27 October 2012 in Hanover,
Germany, the exhibition will occupy eight halls at the
Hanover Exhibition Grounds: halls 11,12,13,14,15,16,
17 and 27. The exhibitor brochure, published in five languages,
is now available and includes important information
for companies interested in participating in the leading
international trade show for the sheet metal working
industry.
With a total of 1,455 exhibitors from
43 countries and 61,500 visitors from
98 countries, EuroBLECH 2010
was more international than ever
and covered a net exhibition
space of 78,600 m2. EuroBLECH
is audited by FKM, Society for
Voluntary Control of Fair and
Exhibition Statistics. The show had
an above average increase in visitors
from outside Germany, in particular
from Asia, North America and the Middle
East. EuroBLECH therefore reflects the general
development of an ever more international orientation of this
industry sector.
Central hub for international business
‘Sustainable success in a global market’ is the theme
for exhibiting companies at EuroBLECH 2012. The sheet metal
working industry is a high-performance industry sector;
this has become clear in the past few years: the industry
was able to cope with the economic crisis by expertise,
flexibility and continued innovation. Now companies have
to closely watch industry trends and global markets.
Only those companies that know their markets and seize
their chances early enough will be able to profit from new
business opportunities. This applies to small companies
seeking to expand their business in a particular region as
well as to global players continuously developing their
worldwide networks.
“Since the previous EuroBLECH the economic situation
within the sheet metal working industry has clearly stabilised.
Although stand reservation for 2012 has just started we are
already able to announce very positive demand for stand space
at the next EuroBLECH,” explains Nicola Hamann, Exhibition
Director EuroBLECH on behalf of the organisers, Mack Brooks
Exhibitions.
“While most of the companies were quite cautious for the
previous show and preferred to book their usual stand space,
now many exhibitors are asking for bigger stand sizes again
at the leading industry event for the sheet metal working
industry. As the central hub for international business and the
first point of contact for cutting edge technology, EuroBLECH is
considered the key exhibition for a successful future by
small companies as well as the big players,” says Nicola
Hamann.
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Processing of hybrid structures now part of the
exhibition profile
The exhibition layout reflects the complete sheet metal
working technology chain and covers 15 exhibition categories:
Sheet metal, semi-finished and finished products; handling;
separation; forming; flexible sheet metal working; tube/section
working; processing of hybrid structures;
joining/welding; surface technology;
tool technology; machine elements;
process control and quality assurance;
CAD/CAM applications;
factory equipment and R&D.
To reflect the growing
importance of hybrid structures in
sheet metal working, processing
of sheet metal / plastic hybrid
structures has now been included
in the EuroBLECH exhibition profile as
a separate category.
New show website - www.euroblech.com
Companies interested in participating at EuroBLECH 2012
can order the exhibitor brochure and find detailed information
about the exhibition on the freshly designed multi-lingual show
website. The website also includes photos and videos from
the previous exhibition as well as the latest news on the show
and the industry, e.g. the regular online newsletter
EuroBLECH Bulletin.

Trade Fair Travel and
Metalworking News tour to
EuroBLECH 2012

T

rade Fair Travel, a specialist travel agency for trade
fairs internationally and in particular Germany,
have put together a very reasonable tour package
to visit this exhibition.
The tour includes return airfare Johannesburg/Hannover,
airport taxes, airport/hotel transfer, accommodation,
full breakfast daily and medical and travel insurance.
For a booking form contact Trade Fair Travel on
TEL: 031 916 1414, Fax: 031 916 5674, or email
peter@tradefairtravel.co.za or visit www.tradefairtours.com
Trade Fair Travel is also able to offer you individual
packages, tailored to your requirements. For more information
contact Peter Stephenson on the numbers above. Booking
forms can also be downloaded from the website.

R

ed Bull Technology – the manufacturing power behind
the Red Bull Racing Formula One team - has become the
first UK user of Heidenhain KinematicsComp technology,
which supports improved machining accuracy. Improvements
of between 2.5 and five times have been achieved, with
significant investment in new machinery avoided.
“Manufacturing every component within microns helps
to shave split seconds off lap times,” explains Red Bull
Technology production engineer, Mike Hughes.
“So, if we can improve machining accuracies to meet
ever-stringent design specifications – and achieve reduced
production times in the bargain - then it can only mean more
accurate and streamlined manufacturing, delivering a car that
can potentially be even more effective on the track.”
“That strategy,” he emphasises, “applies to every
component produced by the team - including the carbon
fibre chassis that is produced from moulds taken from male
patterns that are machined on multi-axis CNC routers.
“Because the accuracy of the finished form ultimately
depends on the accuracy of the machines, we need
to ensure the geometric accuracy of the machines is
as true as possible to original design specification.”
“We knew there were
inherent inaccuracies
with the machine
tools, as with
any large
complex
mechanism. We
therefore decided
to determine – and
correct – any axis positioning,
straightness (in two directions perpendicular to the
axes) and angular error, including roll, pitch and yaw,
as well as any rotary error and axis misalignment.”
“Our capex guidelines are constrained and,
although we did initially consider buying a new 5-axis
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machine for pattern making (even though one
of the required capacity would have required
a very significant investment), we decided
to take an alternative innovative approach,
making full use of what we already have.”
The company's relevant 5-axis machining
centres are fitted with Heidenhain controls
systems and in discussing its concerns with
Heidenhain, the CNC specialist came up with
a solution in the form of its KinematicsComp
routines.
KinematicsComp can error model 43
parameters on a 5-axis
machine tool, but
Red Bull Technology
mapped 21 errors for the linear
axes, using an Etalon LaserTracer
tracking laser interferometer, and
compensated for these errors.
“The result,” says Mr Hughes,
“was that the KinematicsComp
routines provided accuracy improvements
in the order of 2.5-5 times!”
Two machines underwent the
KinematicsComp treatment; one having its
iTNC 530 CNC upgraded (slight updating to
its hardware/RAM), and another having a
new iTNC 530 retrofitted.
The KinematicsCom routines will
now be used annually to recalibrate the
machines.

Revolutionary
gauging system wins third
international award
R

enishaw's new Equator™ gauging system for the
high-speed dimensional inspection of manufactured
parts has been honoured with another top
international award, winning the Gold Award at the
Techni-Show Innovation Awards 2012, held in Utrecht,
The Netherlands, on 13th March. The top Platinum prize was
won by GFAgieCharmilles for its HSM400 machining centre,
whilst the Silver prize went to Amada's HD-1003 automated
bending machine.
The Techni-Show trade fair is Holland's most important
exhibition for industrial production and engineering
technologies, and the award for Equator
was achieved against strong
international

competition, with seven other nominations, including products
from respected companies such as Mitsubishi, Nikon and
Fehlmann.
Judging of the Techni-Show Innovation Awards was made
by an independent panel of leading Dutch industry experts
including editors from Metaal Magazine, Made in Europe,
Vraag en Aanbod and MetaalNieuws. The citation for Equator
said that it “highly interested the jury because of it being a
measurement alternative that enables fast measuring due to
its parallel kinematic structure.”
Commenting on this new award, Ben Taylor,
Renishaw's Assistant Chief Executive, said, “This is
the third international award for the Equator gauging
system and is another outstanding achievement given
that the award judges innovation across all categories
of manufacturing technologies.”
The Techni-Show Gold Award for Innovation
further recognises the radical nature of Equator

Ben Taylor,
Renishaw's Assistant
Chief Executive, said,
“This is the third international
award for the Equator
gauging system and is another
outstanding achievement
given that the
award judges innovation
across all categories of
manufacturing technologies.”
as an alternative to traditional dedicated gauges
that fills a gap in the market never before
addressed. In March 2011 the Equator gauging
system also beat 18 other entrants to win
Best Innovation in the ‘Machine Environment'
category at the leading French manufacturing
awards ‘Trophée de l'Innovation INDUSTRIE
2011'. Later that year it also won the award
for best Mechanical Measurement product
at the ‘Palmares Technologique' awards
organised by the leading French magazine
‘Mesures'.
For more information about the Equator
gauge visit www.renishaw.com/gauging
or contact Toolquip & Allied on
TEL: 011 370 2727
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Stratasys and Objet
agree to combine
Two leading manufacturers of 3D printers and production systems
for prototyping and manufacturing applications merge.

S

tratasys, Inc., a leading manufacturer of 3D printers and
production systems for prototyping and manufacturing
applications, and privately held Objet Ltd., a leading
manufacturer of 3D printers for rapid prototyping, have
announced that the boards of directors of both companies
have unanimously approved a definitive merger agreement
under which the companies would combine in an all-stock
transaction with a combined equity value of approximately
$1.4 billion, based upon the closing price of Stratasys’
common stock on April 13, 2012. The transaction will position
the combined company as a leader within the high-growth 3D
printing and direct digital manufacturing industry.
Under the terms of the agreement, Stratasys will merge
with a subsidiary of Objet, and Stratasys shareholders will
receive one share of the new combined company for each
share of Stratasys common stock they own. Upon closing of
the transaction, Stratasys shareholders are expected to own
55 percent and Objet shareholders are expected to own
45 percent of the combined company on a fully diluted basis
using the treasury stock method.
The combined company, which will retain the Stratasys
name and operate under the name Stratasys Ltd., will have
dual headquarters in Eden Prairie, Minnesota and Rehovot,
Israel, the locations of Stratasys’ and Objet’s current
headquarters, respectively, and will be registered in Israel.
The company will continue to trade on the NASDAQ under the
ticker SSYS. Scott Crump, co-founder, current chief executive
officer and chairman of Stratasys, will become full-time
chairman of the combined company.
Upon completion of
the transaction, the
combined company
will also form an
executive committee
comprised of four
members of the
board of
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directors whose duties will include overseeing the integration
of Stratasys and Objet and implementing the combined
company’s business strategy. Elchanan Jaglom, current
chairman of Objet, will serve as chairman of the executive
committee of the combined company.
David Reis, current chief executive officer of Objet, will
become chief executive officer of the combined company.
Following the closing of the transaction, the board of directors
of the combined company will consist of nine directors, with
four directors designated by Stratasys and four directors
designated by Objet. One additional director will be designated
by Stratasys and approved by Objet.
The merger of Stratasys and Objet is expected to create
a world class company offering an impressive portfolio of
3D printing and direct digital manufacturing solutions. The
combined company should be well positioned to provide
customers with the right solution by offering systems that
produce parts with a wide range of capabilities and materials.
The combined marketing and sales capabilities will provide
extensive geographic reach, which should help grow customer
awareness of the many opportunities to employ 3D printing
and rapid prototyping techniques. Existing customers
will benefit from a broader range of products that offer
complementary functionality, which will create opportunities
to cross-sell the product lines into the combined company’s
installed base. In addition, the combined company expects to
expand its access to new customers across multiple
industries. With a significant increase in scale, the
new Stratasys will seek to grow efficiently and
faster through its combined organisation.
The transaction, which is expected to
be completed in the third quarter of 2012,
is subject to, among other things, approval
by Stratasys shareholders, registration of
the Objet shares issuable to Stratasys
shareholders with the Securities and
Exchange Commission, the expiration
or termination of the applicable waiting
period under the Hart-Scott-Rodino
Antitrust Improvements Act of 1976, as
amended, and the satisfaction of regulatory
requirements and other customary closing
conditions. The approval by the Objet
shareholders is required for certain actions
related to the Merger. Stratasys has
entered into a voting agreement with the
Objet shareholders holding the requisite
majority for said actions to secure the vote.
The transaction will be taxable to Stratasys
shareholders.
For further details contact Edwin Roth
(Pty) Ltd on TEL: 011 070 1930

Schuler acquires ATIS – Group, strengthens
expertise in field of large pipe production
Pipelines connect the world: they transport what humans need for survival –
oil and gas, petrochemicals and drinking water. As the various extraction areas
become increasingly remote, the requirements placed on the pipelines
become ever greater. With its acquisition of the engineering company ATIS,
Schuler is now well placed to meet these challenges.

T

he demand for large pipes for the construction of
pipelines is currently growing. Schuler AG, based in
Göppingen, Germany, has reacted to this trend and
expanded its product spectrum to include turnkey systems
solutions for the economic
production of large pipes. This was
made possible by the company’s
acquisition of ATIS GmbH, an
engineering firm specializing in this
field based in Deggenhausertal,
near Lake Constance, Germany.
Schuler and ATIS made a joint
announcement of their plans at
the opening of the “Tube” fair in
Düsseldorf, Germany.
ATIS GmbH Gesellschaft für
Automatisierungstechnik plans,
develops and supplies complete
systems and machinery for the
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global pipe manufacturing industry. Its services also include
the modernization of existing machines to enhance their
effectiveness. The company’s ten employees have many years
of experience in the field of spiral pipe technology and offer
German know-how and innovative
ideas for greater productivity and
competitiveness
Schuler supplies machines,
production lines, dies, process
know-how and services for the entire
metal-working industry. Its clients
include car manufacturers and their
suppliers, as well as companies in
the forging, household equipment
and electrical industry. Schuler
is also the market leader in coin
minting technology and supplies
systems solutions for the aerospace
and railway industries.

product

review

New designs
integrate 5-Axis and
ULTRASONIC machining –
DMG / MORI SEIKI

D

MG / MORI SEIKI is taking orders for two new machine
systems that address manufacturers’ rising demand
for five-axis machining capability on difficult-to-cut
materials, without compromising on fine-machining capability
or environmental standards.
The ULTRASONIC 65 monoBLOCK® machine offers
ULTRASONIC machining functions, and the LASERTEC 65
Shape provides with laser machining capability. Both designs
are based on GILDEMEISTER AG’s DMU 65 monoBLOCK®
5-axis control machining center. That machine is part of the
new DMUmonoBLOCK® series, which is built on a 2-axis
trunnion table, with rotational and support axes on both sides
so the table tilts “like a cradle,” according to the builder.
The DMU monoBLOCK® series machines will handle
workpieces that weigh up to 1000 Kgs. It’s a compact design
with a wide door opening — 1420 mm wide — that provides a
wide work area and better access to the machine for loading
and unloading large workpieces by crane.
As for the two new machines, the larger workspace and
wider access also respond to a growing demand for five-axis
machining on increasingly complex workpieces in difficult
materials, like ceramics and super-hard metals. Each of
the new releases will improve shops’ productivity and cost
performance by performing multiple processes that usually
require special machines, according to DMG / MORI SEIKI.
The ULTRASONIC 65 monoBLOCK® is designed with
the ULTRASONIC actuator system on the spindle, a patented
GILDEMEISTER technology that allows a 5-axis machine to
perform ULTRASONIC machining through HSK interface.
ULTRASONIC machining reduces cutting forces by applying
longitudinal ULTRASONIC vibration to rotational movement of a
tool during grinding. As such, the builder noted, “ULTRASONIC
machining can significantly improve
machining quality with regard to
surface finishes of
less than Ra 0.2
µm, as well as
reduction
The DMU
Ultrasonic 65
MonoBlock
and Lasertec 65
Shape are
designed with
a small footprint
but a large
opening for
oversize
workpieces, and
work table
that tilts in
two directions
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The Ultrasonic 65
MonoBlock combines
five-axis machining
with ultrasonic and laser
technologies for high-efficiency processing of critical components of
any dimension, including glass ceramic lenses for satellites

of micro-cracking of extremely hard, but brittle material
including glass, ceramic and super hard metal.”
Noting the range of applications for ULTRASONIC
machining, DMG / MORI SEIKI pointed out that the
ULTRASONIC 65 monoBLOCK® is equally capable of machining
smaller components e.g. for Medical (orthopedic implants) as
the much larger workpieces, like grinding glass ceramic lenses
for satellites, parts for semiconductors, and aircraft engine
parts in carbon silicon or nitric silicon (i.e., materials that are
hard but brittle, with a high resistance to heat and abrasion.
By integrating five-axis machining and ultrasonic machining,
the ULTRASONIC 65 monoBLOCK® achieves high-efficiency
processing of large diameter workpiece, the developer stated.
The LASERTEC 65 Shape machine has a fiber-laser
scanning head mounted on its spindle through the HSK
interface, so laser surface-texturing can be performed on
a five-axis machine. Surface texturing is a method that
produces various detailed patterns on workpiece surfaces,
like wood grain or leather grain, and the LASERTEC 65 Shape
makes possible many more complex, geometrically defined
3D-structures in free-forms.
DMG / MORI SEIKI explained that laser surface texturing
allows a user to create a “nearly unlimited” variety of patterns
(including customized 3D-textures) with greater accuracy than
conventional etching, and with shorter machining times.
Also, it can recreate the same pattern with reliability.
The machine builder also noted that laser surface texturing
is an environmentally friendly machining method compared to
etching, because it uses no chemicals.
Because the LASERTEC 65 Shape offers cutting and
lasering on a single machine, it makes it possible for operators
to handle an entire machining process from roughing to
laser surface finishing, and is particularly advantageous for
die and mold making, e.g., injection molds and automotive
components.
With the developer’s Lasersoft-3D-Texture software,
LASERTEC 65 Shape programmers are able to expand the
surface-texturing design possibilities. Monochrome images in
bitmap format or individual 3D patterns can be converted into
laser machining programs, DMG / MORI SEIKI indicated. The
machine has 3D collision checking and automatic programming
functions as standard features, so five-axis laser machining is
simplified and efficient.
For more information contact Retecon Machine Sales
on TEL: 011 976 8600

New CNC release speed
and simplifies programming –
CAMWorks

G

eometric has released CAMWorks 2012, a
solids-based CNC program that supports
SolidWorks 2012 and delivers improvements
that make possible faster and easier programming.
The developer added that the new release produces
“more efficient toolpaths for improved machining
productivity.”
Geometric’s PLM technologies allow manufacturers
to formulate and implement global engineering
and manufacturing strategies that make product
development more efficient. CAMWorks is a
computer-aided manufacturing program designed
to operate in SolidWorks.
Along with the established benefits of the
program and its support for SolidWorks 2012,
Geometric said the new release offers

“We constantly strive to meet the requirements and changing
needs of our users, while also ensuring they benefit from the
latest technology advancements for machining,”
explained Bruce Wiener, director of R&D for CAMWorks
feature-recognition performance and improvements; Version
4.0 of VoluMill, with the new non-concentric milling technology
that reduces cutting-tool loads and evacuates chips more
efficiently; significant time reduction while saving files with
large number of toolpath moves; an ability to add new tools
into the TechDB from within CAMWorks; shaded display of
“Contain” and “Avoid” areas; and turning roughing operations
that now support user-identified inserts.
“We constantly strive to meet the requirements and

changing needs of our users, while also ensuring they benefit
from the latest technology advancements for machining,”
explained Bruce Wiener, director of R&D for CAMWorks
“Providing them with the newest version support for
SolidWorks, reinstates our commitment toward always making
CAMWorks ready to be paired with the latest upgrade in their
design CAD package.”
Some of the improvements in functionality and
ease-of-use in CAMWorks 2012 include:
• Support for SolidWorks 2012
• Feature recognition performance
		 and recognition improvements
• Version 4.0 of VoluMill with the
		 new Non-Concentric Milling
		 technology that reduces
		 cutting-tool loads, and evacuates
		 chips more effectively, thereby
		 increasing the tool life
• Reduction in the time taken to save
		 the files containing a large number
		 of tool path moves
• Ability to add new tools into the
		 TechDB from within CAMWorks
• Shaded display of Contain and Avoid
		 areas Turn roughing operations now
		 support user defined inserts

CAMWorks 2012 is a new version of the CNC that now offers better
feature-recognition performance and improvements
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To learn more about CAMWorks
2012, please visit www.camworks.com.

Optimised roughing for high-speed
toolpath generation - Mastercam

C

NC Software Inc. is emphasizing the expanded range
of machining flexibility that is made possible by its new
Mastercam X6 Mill release, along with more program
speed and greater automation. In-process stock models, new
toolpaths, Dynamic Toolpath improvements, and particularly
the new “Blade Expert” add-on, are among the new
capabilities in this release that the developer indicated will
improve shop floor productivity.
Mastercam is CNC
Software’s Windows-based
CAD/CAM program for
2- through 5-axis routing,
milling and turning, 2- and
4-axis wire EDM, 2D and
3D design, surface and
solid modeling, artistic
relief cutting, and Swiss
machining. The Mastercam
X6 Mill release includes a new stock
model that makes it possible to view and
verify work as it progresses, perform stock
model comparisons, and choose existing
stock for rest machining.

The program’s new,
3D high-speed toolpath
performs rest milling operations
to remove remaining material
with an optimized roughing
motion. This new toolpath
can use the new stock model
functionality for defining
stock removal areas,
CNC Software noted.
3D high-speed hybrid
toolpaths now maintain all of
the Z level cuts in the steep areas
of parts, while filling in shallow areas with
scallop motions within a single Z section. These toolpaths
combine the best of both worlds, the developer stated, with
waterline (constant Z) motion and scallop where needed.
“Now you can have both waterline and scallop motion
at the same Z section, section after section. The result is
a much better finish and more efficient use of the tool,”
CNC Software explained.
Blade Expert
Mastercam’s Blade Expert add-on function is intended
to simplify the process of creating toolpaths for any
multi-bladed part, including fans, propellers, impellers,
turbines, marine screws, and so forth. The developer
claimed “there is no limit to the number of blades, splitters,
or sub-splitters that can be programmed,” and
Blade Expert includes a several “powerful and flexible”
programming strategies for multiaxis roughing. Automatic
tool axis control ensures smooth machine motion.
Blade Expert is described as an easy-to-use application,
designed to generate efficient, smooth, toolpaths for
complex bladed parts, with minimized unnecessary
motions that result in greater efficiency and better finished
quality. It’s capable of removing material from between
the blades, finishing blades/splitters, and finishing floors
and fillets.
Other new functions offered in Mastercam X6 Mill
include 2D HST region chaining and dynamic toolpath
improvements. It’s programmed for 64-bit support, and
Mastercam noted its OptiRough strategy now features the
OptiCore and OptiArea to streamline toolpath generation
for those functions.
For more information contact Mecad Systems on
TEL: 012 665 1400, www.mecad.co.za
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New VMC series designed
for moldmaking – Hyundai WIA

M

oldmaking is one of the market segments that
Hyundai WIA has identified for its business strategy,
and has made a considerable investment in recent
years to develop systems that produce precision molds.
Moldmakers, too, have been investing in new equipment for
machining molds; they realize it’s no longer practical to invest
in a basic vertical machine center if they expect their products
to achieve and maintain global competitive standing.
Rather than a standard C-frame VMC accessorized for making
molds, they’re adopting bridge-type machines that achieve
spindle speeds to 40,000 rpm, offering through-spindle
coolant and simultaneous 5-axis capability. That describes
Hyundai WIA’s new Hi-Mold Series vertical machine centers,

reduce non-cutting time and decreases machining time. Its
spindle traverse for the X/Y/Z axes is 50/50/50 m/min; for
the A/C axes, 70/150 rpm.
High-speed main spindle
The main spindle of the Hi-Mold VMC is designed for
precision machining at 24,000 rpm, with precision-class
angular bearings that provide high-speed acceleration/
deceleration. It’s also a quite, low-vibration spindle, even
at the highest rotation levels, that Hyundai WIA reported
promotes stability by minimizing thermal transmission to the
main spindle.
The Hi-Mold Series has an optional, 40,000-rpm main

Hyundai WIA stated its HSK spindle offers users “the fastest possible material
removal rates, highest accuracy, and rigidity,” and added that it “guarantees
stability” at the high spindle speeds expected for mold manufacturing
engineered specifically for machining precision molds.
The Hi-Mold’s bridge design offers the high rigidity and
low-heat generating characteristics that support precision
moldmaking. The head of the main axis moves up and down
and left and right on the cross beam. The table in turn
moves front to rear. In order to eliminate thermal increase
during machining, all axes are driven by high-precision,
double-nut ball screws. The double pretension design
provides outstanding positioning and repeatability with
virtually no thermal increase. All ball screws are connected
directly to the servo drive motors without gears or belts,
to eliminate backlash. Rapid high-speed axis movement is
achieved by the use of linearmotion guideways, and this will

spindle for high-quality machining of mold bases and
cavities. Spindle temperature can be controlled by using a
spindle oil chiller, which ensures constant oil temperature
and reduces growth in the spindle due to heat distortion.
Through-the-spindle coolant (20, 30, 70 bar) guarantees
stable machining, according to the machine developer, and
extends tool life by decreasing heat generation caused by
high speed machining, in particular with deep-hole machining.
The spindle taper is HSK-A63, spindle speed is 24,000 rpm
(optional 40,000 rpm), spindle output is 33/25 kW, spindle
torque is 96/72.5 Nm, and the spindle drive is built in.
The Hi-Mold Series offers an automatic tool changer
and magazine that are separated by a shutter system,
which closes during machining to keep chips and fluids clear
of the ATC and magazine. When a tool change is required,
machining stops, the shutter opens, the ATC exchanges
the current tool for a new one, the shutter door closes, and
machining begins again.
Hyundai WIA stated its HSK spindle offers users “the
fastest possible material removal rates, highest accuracy,
and rigidity,” and added that it “guarantees stability” at
the high spindle speeds expected for mold manufacturing.
The series has a range of 24 tools (30 tools on the Hi-Mold
750/5A). The maximum tool diameter is 120/140 mm
(20 mm at 40,000 rpm). Maximum tool length is 300 mm
(100 mm at 40,000 rpm). Maximum tool weight is 8 kg
(1.5 kg at 40,000 rpm), and the tool change time is rated
as 2.6 seconds.
Built-in tilt rotating table
The new series reportedly has a “revolutionary rotating
and tilting table design” that permits machining of various
complex shapes and mold components. The C-axis rotation
is a full 360° at 150 rpm, while the A-axis rotation is
150° at 70 rpm. Each rotational axis is designed with
a hydraulic clamping system and roller bearings, resulting
in both stiffness and precision. The tilting angle is +30°
to -120°. The minimum directive angle is 0.001°.
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The new series reportedly has
a “revolutionary rotating
and tilting table design”
that permits machining of various
complex shapes and mold components
Compared to similar machines, Hyundai WIA said its Hi-Mold
series has a larger work area, simplifying setup and use.
The maximum table load is 250 kg.
Workpiece coordinate values can be set automatically
using the optional spindle probe. Tool lengths and diameters
can be set automatically using the optional tool setter, and
this can be used to monitor tool wear and detect broken tools.
Linear scales can be applied if high-accuracy positioning is
required.
Advanced CNC control
The Hi-Mold Series is offered with a choice of CNC
controls (Siemens Sinumerik 840D or Fanuc 31i-A), capable
of processing high volumes of information quickly, and with
increased look-ahead capability: Hyundai WIA quotes the
potential for processing 300 blocks of data in advance of
execution. To define curves and surfaces, the Series’
CAD/CAM systems employ spline algorithms that result in
very long part programs. NURBS enable both freeform curves
and conics (straights, circles, ellipses, etc.) to be defined in
a uniform manner, taking less time to execute. Feed Forward

Hyundai WIA’s new Hi-Mold Series high-speed machining
centers — a bridge-type VMC with spindle speeds to 40,000 rpm,
through-spindle coolant and simultaneous 5-axis capability

Function reduces the “path following error” by adjusting gain,
accel/decel and feed rate while the machine is running. All
these attributes help to optimize spindle speeds, feed rates,
accuracy and surface integrity.
For more information contact Edwin Roth (Pty) Ltd on
TEL: 011 970 1930
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Indexable insert
for high-speed
dry machining Kennametal

K

ennametal is introducing the Beyond KCPM20 grade
indexable milling insert, developed especially for
high-speed dry machining in light- to medium-duty milling
of steel and stainless steel parts under stable conditions.
The tooling developer is recommending KCPM20 as “an ideal
optimization grade” for stainless steel machining, where
coolant is not used and superior wear resistance is required.
All of Kennametal’s Beyond grade inserts are optimized
with substrate characteristics and coating thickness specific
to its application. This approach results in productivity
improvements and an expanded range of applications for each
new product compared to the original grade.
The new Beyond inserts are chemical vapor deposition
(CVD) coated. But, according to Kennametal, conventional
CVD coatings are under tensile stress; Beyond inserts undergo
proprietary post-coat treatment on all surfaces to reduce this
stress, which improves coating adhesion and reduces
micro-chipping. More uniform and reliable wear of the cutting
edge improves tool life, and makes it more consistent.
Smoother surfaces also lower frictional forces, another factor
that expands applications and permits higher cutting speeds.
Also, the developer subjects all of its Beyond inserts to
top- and bottom-grinding after coating, for a better seating
surface in the toolholder, which improves security.
The KCPM20 inserts are available in a variety of
Kennametal milling cutter styles, including Dodeka, for face
milling in stable applications; KSOMTM, where lighter cutting
forces are required; Mill 1, for high-performance shoulder
milling; and KDM for general purpose and die/mold machining.
“While optimized for steels and stainless steels,
KCPM20 also can act as a troubleshooter in cast iron
applications, particularly with nodular irons in dry conditions,”
according to senior product manager Osny Fabricio.
“Use KCPM20 when existing applications need to be optimized
to gain additional tool life and productivity via higher speeds
and feeds.”
For more information contact Kennametal South Africa on
TEL: 011 397 3540
Above picture: Kennametal’s KCPM20 insert grades are
available for face, shoulder, and profile milling
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MIE Trak Pro
merges all the
vital functions of
the manufacturing
business into a
unified database
for maximum
efficiency

M

IE Trak Pro is a complete software solution for the
manufacturing industry that successfully integrates
and streamlines your operation across all the sales,
manufacturing, engineering and accounting functions to
provide maximum efficiency and immediate ROI. The leading
software tool in its class, MIE Trak Pro is easy to install, learn
and implement, and includes advanced features such as
cost control, MRP, scheduling, reporting, quoting, job costing,
inventory control and real time tracking.
MIE Solutions has created shop floor data collection software
running on Windows® that makes use of production scheduling
to enable a manufacturing shop to become paperless.
MIE Trak Kiosk data collection software eliminates the use
of bar code technology to capture employee work through the
job shop. The system has a large-button interface with which
employees clock in/out for the day, in/out of jobs, and issue
bills of material to jobs for job costing.
The system integrates with scheduling software, which
allows users to highlight all the jobs an employee is scheduled
to work on. Dragging and dropping jobs onto the scheduling
whiteboard immediately changes the jobs that employees see
as they clock into their machine and associated job.
Recently viewed items are shown on the computer screen
to eliminate keystrokes. Employees can display drawings,
blueprints, and models on the computer screen to eliminate
extra paper flowing through a lean shop.
MIE Trak is an easy to use, production control and job
tracking solution designed to help companies increase operating
profits without increasing their overhead. MIE Trak integrates
all aspects of the fabrication business process to provide vital
management information when you need it. The MIE Trak ERP
and MRP system is designed for the manufacturer who wants to
improve their bottom line with a cost effective software solution.
Some of the features in MIE Trak include: quote, order entry,
quote letter, router, work order, costing, purchasing, receiving,
raw material, inventory, shipping, invoicing, and finished goods,
inventory scheduling, tracking, accounting, EDI module, shop
overview, shipping and invoicing reports and integration into
many external accounts packages.
For further details contact Martin Drewett on
TEL: 079 192 7714

The Okuma VTM-1200 YB
5-axis control vertical
multitasking machine

O

kuma is not only one of the biggest lathe
and machining center manufacturers
but has also delivered more than
7000 double column machines, has real expertise
in large size machinery and is renowned by users
for multifunctional mill turning machines for the
complete machining of large and heavy sized
parts. Moreover Okuma’s philosophy “One
Source First Choice” includes the making of
controls, drives and encoders for over decades.
This has enabled Okuma to fine tune the
machine tool to an unbeatable extent and
develop exclusive functions such as
Thermo-Friendly Concept, Machining Navi and
Collision Avoidance System.
At EMO 2011 the 5-axis control vertical
multitasking machine VTM-1200 YB was launched.
With this 30 000 Kg giant Okuma exhibits the
latest VTM model series. The stoke of the X,Y and
Z axis are 1270 mm x 1080 mm x 1000 mm
whereas the rapid speed is 32 m/min of each axis.
In the linear axis Okuma’s Absoscale encoders
guarantee a 0.1µm feedback to the Okuma made
OSP-P200.
The 360° C axis rotates at a speed of 20 rpm.
The B axis tilts with 19.5 rpm at a stroke of 150°
at an accuracy of 0.001°. During simultaneous
5 axis milling, Tool Center Point Control and
Super-NURBS guarantees the highest contour
accuracy and outstanding surface quality.

A sensitive workhorse: With a surface area of 5712 x 6126 mm², 30 000kg weight,
the Okuma VTM-1200 YB integrates 5 high-precision CNC axes for
economical simultaneous milling and heavy turning up to diameter of 1200 mm

At EMO 2011 the 5-axis control vertical
multitasking machine VTM-1200 YB was
launched. With this 30 000 Kg giant Okuma
exhibits the latest VTM model series

Capable of
large tasks:
The milling
spindle with
HSK-A 100 tool
shank and up to
10 000 rpm
with 37 kW and
505 Nm torque
allows powerful
milling, drilling
and tapping.
During turning
the milling spindle
is clamped by a
radial gear which
allows high
volume cutting
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In combination with the Thermo-Friendly Concept (TFC), even
in changing environment temperatures, the user achieves
accuracies better than 10µm.
The robust double column construction and oversized
guideways is a base for reliable and economic heavy
cutting where the coolant supply through the tool with up
to 150 bar ensures temperature control and chip
breaking even in tough materials such as titanium and
Inconel.
The VTM-1200 YB main spindle drive delivers 30 kW
with a speed of 500 rpm and a maximum torque of more than
6000 Nm.
The milling spindle with HSK-A 100 tool shank and up to
10,000 rpm with 37 kW and 505 Nm torque allows powerful
milling, drilling and tapping. During turning the milling spindle
is clamped by a radial gear which allows high volume cutting.
The tool magazine offers 60 pots. Other magazine sizes are
available.
For more information contact Forest Engineering on
TEL 011 397 4050

Drilling and
plunge milling with
a single tool
Milling with the Komet Quatron indexable inserts

W

ith the KOMET® Quatron
hi feed milling cutters, the
KOMET GROUP® is replicating
the success of its proven KOMET KUB
Quatron® drills in a new range of milling
cutters. For roughing operations, this
tool variant enables machinists to use
the quadratic indexable inserts for both
drilling and plunge milling.
The most striking feature of these
universal tools is the four-edged Quatron
indexable insert. For years it has been
the compelling solution for drilling
operations, remarkable
not only
for the
number of
its cutting
edges, but
above all
for its rapid
removal of
high chip
volumes –
properties
that are now
replicated in
the KOMET®
Quatron hi feed
milling cutters.
In addition, the
Quatron indexable
inserts also have a
radial cutting action,
which affords a
considerably higher

performance of the spindle inside the
machine. Rather than boring with the
use of multiple boring tools, it is possible
to achieve various diameters and
complex contours in one roughing
operation by milling with an axial and
a horizontal
feed.
Another
plus point
is that,
in the
KOMET®
Quatron
hi.feed ,
the very
same
indexable
inserts
can be
used for
drilling
as well
as milling.
The proven
BK8425
coating
delivers
exceptional
tool life. The tough
substrate enables
universal use of these
screwable milling cutters
for steel, cast iron and
stainless materials.
Plunge milling

The most striking feature of these
universal tools is the four-edged Quatron
indexable insert
degree of flexibility in plunge and pocket
milling by comparison with two- or
three-edged inserts.
Machinists who have to cut deep
grooves or large cavities in their
workpieces often opt for plunge milling
due to the dimensions or cutting
capacities of the tools or the

(also known more simply as plunging) is a
type of machining particularly suitable for
cutting deep grooves and large cavities.
Plunge milling can be the ideal solution
for large projection lengths and unstable
conditions.
For further details contact Multitrade
Distributors on TEL: 011 453 8034
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Trumpf TruLaser 2D
fiber lasers get bigger,
more powerful

T

rumpf's TruLaser 5040 fiber
is the larger sibling to the
company's TruLaser 5030
fiber, having a processing area of
4 by 2 m, but both 2D solid-state
laser machines can now feature
a 5 kW laser.
This higher power not
only increases the maximum
thickness of sheet that they can handle, it also speeds up
their already impressive feed rates. “Employing the TruDisk
5001 solid-state laser is an important innovation in these
machines,” says Mathias Kammüller, head of Trumpf's machine
tool division. “Thanks to the higher laser output, they can now
process material up to five times faster, while using much less
power than similarly performing CO2 laser machines.”
Depending on the geometry, this brings down table time by
up to 50% and sharply reduces the cost per part. At the same

time, the machines are a cost-effective cutting
option not only for stainless steel and aluminium,
but also for non-ferrous metals, such as copper and
brass, or even titanium and titanium alloys.
An additional development relates to the cutting
of coated materials. Thin sheet metal is often
coated with protective film and, up to now, solidstate laser cutting heads have had to make two
passes over the sheet, once to cut through the film
and again to cut the metal.
The company Novacel has developed a protective film that
does not require this additional processing step. And with
Trumpf offering the appropriate cutting data, from now on
there will be almost no difference between cutting coated and
uncoated thin sheet metal. The new film poses no processing
problems for CO2 machines, either.
For more information contact Retecon Machine Sales
on TEL: 011 976 8600

MICURA - small and extremely
precise CMM - Carl Zeiss
With the MICURA coordinate measuring machine,
Carl Zeiss is setting new standards in the compact class

T

he MICURA coordinate measuring machine from
Carl Zeiss meets user demands for smaller coordinate
measuring machines that are as accurate as their
larger relatives but offer a price advantage. This measuring
machine is considerably more affordable thanks to the smaller
measuring range. Nonetheless, with a measuring range of
500 x 500 x 500 mm, it is still the largest in this class.
The parts in industrial manufacturing, such as artificial hips,
gear wheels, optical lens elements and shafts with narrow
tolerances, are becoming increasingly compact while the
requirements on accuracy are rising. With MICURA, the
measuring technology needed to complete these jobs is
now available.
The measuring accuracy of MICURA is less than one
micrometer. This is enabled by the VAST XT Gold probe which is
able to continually scan surfaces at a speed of 200 measured
points per second. VAST navigator scanning technology, which
is optional for MICURA, is an ideal supplement. It adapts the
scanning speed to the measuring job: where a simple contour
and less precision are required, MICURA moves faster. When
high precision is needed, MICURA moves somewhat slower.
During development of MICURA, Carl Zeiss emphasized
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stability and rigidity.
The machine
features ceramic
guideways, air
bearings on four
sides and a large
bearing base for
all moving parts.
Furthermore,
this coordinate
measuring
machine has
an easy-to-use
control panel and a
temperature sensor to capture the workpiece temperature.
MICURA thus combines a number of performance features
that were previously unaffordable for small operations and
beginners to quality inspection. Several systems are already
in operation. MICURA will be presented in Europe for the first
time at the Control show Stuttgart in May 2012.
For further details contact Carl Zeiss on
TEL: 011 886 9510

Black Rush CVD coated inserts grades
for grey cast iron and ductile
cast iron machining - TaeguTec

W

ith its innovative and creative technology, TaeguTec
has launched a new line of CVD coated inserts
grades: TT7005 and TT7015 for gray and ductile
cast iron machining.
The new and enhanced technology of the alumina CVD
coating process provides much longer tool life and higher
productivity for cast iron machining.
The new and improved coating process minimises flank
and crater wear for high speed machining of grey cast iron.
Following the alumina coating process, a further surface

treatment is applied to ensure good surface finish when
machining of cast iron automotive & general components.
The smooth surface finish of the insert’s cutting friction
reduces cutting force.
The grades ensure long tool life with homogeneous
quality so end users machining components have stability
when machining on special purpose machines or mass
production CNC machines in the automotive industry.
The TT7005’s physical properties promote remarkable
wear resistance making it the suitable choice for grey cast
iron or ductile cast iron high speed
machining for reduced cycle time
and increased productivity,
whilst TT7015 grade’s superior
wear and chipping resistance
delivers excellent performance
in general machining of grey
and ductile cast iron in
extreme interrupted machining
and non-homogeneous workpiece
surface conditions.
For further details contact
TaeguTec South Africa on
TEL: 011 362 1500

Unique cutting process
from Afrox

A

frox has introduced a unique, innovative and cost
effective alternative to cutting non-ferrous material,
particularly stainless steel and aluminium.
The Water Mist Secondary (WMS) cutting process,
developed by US-based Thermal Dynamics and available
throughout sub-Saharan Africa exclusively through Afrox,
harnesses nitrogen as the primary cutting gas and
water mist as the shield gas to achieve high precision cut
quality on aluminium and stainless steel. The result is
a high quality dross-free cut on stainless and aluminium,
at a lower cost per metre than other cutting processes.
“Cutting non-ferrous material, especially stainless steel
and aluminium, has always been a technological challenge
as traditional technologies can be slow and costly,”
says Afrox’s Johan Pieterse. “The method selected depends
on the accuracy required and the production costs
involved.”
“The WMS allows cutting of non-ferrous materials
using nitrogen and water. This process provides extremely
high cutting speeds, up to three times faster than standard
processes, and excellent quality for a wide range of
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thicknesses. A vertical cut is achieved without dross or
oxidation. At the same time, the use of normal tap water
dramatically reduces production costs. Productivity is
enhanced and the consumables last longer.”
Pieterse says among the other advantages of the
WMS technology are the wide regulation window, which
makes quality tuning simple, and the minimal heat-affected
zone, which reduces plate distortion and helps with
removing the plastic film on thin plate.
The WMS cutting process is applicable to any existing
Thermal Dynamics dual-gas plasma cutting torch for
automated cutting, provided the specifically designed
consumables parts are used. The same torch which normally
uses oxygen and air for mild steel cutting is supplied with
nitrogen and water for non-ferrous materials cutting.
“For lowest cost non-ferrous cutting and unmatched
cut quality, the unique WMS process is poised to make
a real impact on the southern African industrial market,”
he predicts.
For more information contact Johan Pieterse of Afrox on
email: johan.pieterse@afrox.linde.com

SpaceClaim launched
in South Africa with announcement
of SpaceClaim Engineer 2012
SpaceClaim Engineer links directly to SigmaNEST - Integration allows
SpaceClaim to provide Best-of-Class 3D Solutions to manufacturing customers.

S

paceClaim®, a leader in direct modelling software
that enables all engineers to work in 3D, and
SigmaTEK Systems, a leading CAD/CAM nesting
system for plasma, laser, punch, oxyfuel, waterjet, router,
knife, tube-pipe and combination cutting machines, has
announced that SpaceClaim Engineer can now be directly
integrated with SigmnaNEST®. This integration, which
is embedded in SigmaNEST, ensures that SpaceClaim
manufacturing customers have seamless transition from 3D
CAD to NC programming for virtually all cutting machines.
SigmaNEST ensures material utilisation, machine motion
optimisation, and maximum part quality balanced with cutting
speed, work flow integration, material handling, accurate
estimates, and information management. “This partnership
further solidifies SpaceClaim and 3D Direct Modeling as a
quickly emerging player and technology in the industry,” said
James Lindsey, SigmaTEK Systems Product Manager. “Direct
model to shop-floor production eliminates the need to export
models into often unreliable neutral file formats slashing
downstream rework, accelerating productivity, and ensuring
that design integrity is maintained.”
“This integration allows our customers to easily nest
parts for manufacturing once prepared, optimised, and
flattened in SpaceClaim, without having to know complex and
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expensive traditional feature-based CAD systems,” said Rich
Moore, SpaceClaim Vice President of Business Development.
“SpaceClaim can dramatically lower CAD expenses for
SigmaNEST customers by removing their need to maintain
several disparate, expensive CAD applications.”
The release of SpaceClaim Engineer 2012 introduces
significant new capabilities in reverse engineering, model
preparation for simulation, manufacturing, and data reuse.
These new capabilities build on SpaceClaim’s accessibility,
ease-of-use, and low total-cost-of-ownership, enabling even
more engineers, designers, and analysts to complete their
projects with SpaceClaim’s innovative 3D direct modelling
technology.
New capabilities in SpaceClaim 2012 include:
• New SketchUp conversion detects regions where
SketchUp’s approximated, facetted geometry was
derived from analytic surfaces such as cylinders and
cones, and automatically replaces them with precise
geometry.
• Multiple solid editing capabilities, such as cone
manipulation, surface pivoting and distance-by-angle
chamfers, extend SpaceClaim’s lead in direct modeling.
• Smart tools for manufacturing, such as recognition
and editing of standard holes,
make SpaceClaim increasingly
practical for machine shops and
detailed design.
• Significant performance
		 improvements to large
		 parts and drawings further
		 confirms that SpaceClaim is the
		 fastest 3D direct modeler
		 available.
• A new lightweight viewer and
		 Microsoft extensions that allow
		 viewing of models from
		 compatible programs such as
		 Microsoft Outlook and Explorer,
		 as well as from a new standalone
		 application.
• JT with PMI export, in addition
		 to existing capabilities,
		 makes SpaceClaim the most
		 comprehensive JT editor on the
		 market today.
• Detailing improvements including
		 exploded views, aligned
		 and unfolded sections, arc length

•

•

•
•

•

•

•

dimensions, text fitting and alignment
tools, and BOM templates let more
users create detailed drawings in
SpaceClaim.
A new set of 2D and 3D curve repair
tools facilitate working with existing
drawings and wireframe data and
converting them to solid models.
Several sheet metal enhancements
representing unprecedented depth,
including mitered flanges, faster
unfolding, weld tabs, and improved
identification and interaction with
sheet metal features.
Environment reflection and textures
enable users to work interactively on
more realistic looking models.
Usability improvements, such as
improved selection rendering and
reduced selection flashing, make it
easier to work on large models.
Flexible configuration and IT-friendly
options facilitate large rollouts to
corporate, government, and educational
customers.
Improved interoperability with support for KeyShot 3,
Creo 1.0, SolidWorks 2012, and Inventor 2012
ensures compatibility with data from colleagues,
customers and suppliers.
The improved batch file translation utility now supports

•

all formats that SpaceClaim can read and write.
Expanded API coverage now includes access to more
sheet metal parameters, drawing view renderings, and
advanced mass properties.

For more information on SigmnaNEST® contact
Mecad Systems on TEL: 012 665 1400,
www.mecad.co.za and on SpaceClaim® contact
SolidCAD on TEL: 012 645 4400
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Vargus launches Groovex
for innovative and cost-effective
grooving solutions

R

enowned cutting tool specialist Vargus Ltd., the leading
supplier of premium threading, turning and
milling tooling solutions as well
as hand deburring tools, is pleased
to announce its new groundbreaking
range of Groovex tool solutions
for cost-effective, high-performance
grooving applications.
Offering a range of tooling and insert solutions for grooving
applications across all industry sectors, the Groovex portfolio
comprises:
• Laydown grooving – the Vargus standard line for
general use in grooving applications, available in a
wide range of sizes and profiles (square, DIN 472/471,
round and DIN 76 thread undercuts) for both external
and internal applications. Groove depths of
0.35 mm-2 mm and widths of 1.19 mm-2.24 mm can
be achieved.
• Microscope – micro tools for small bores with
indexable carbide inserts for grooving, boring and
threading (down to 1 mm). The Microscope line
includes a new range of square shank toolholders
specifically designed for Swiss automatic machinery.
• Mini-V – ideal for small/medium bores – featuring
a new clamping system for interchangeable carbide
shank toolholders and high-precision indexable inserts.
Available in bore diameters of 8 mm to 16 mm, the

Mini-V can accommodate
various grooving
routines such as square
and round grooving, as well as
chamfering and threading applications.
• GM Solid – These tools offer four to six cutting
edges (flutes) in one tool for applications with groove
widths/depths of 0.7 mm-2 mm and up to 1.5 mm,
respectively. GM Solid tools can integrate with a wide
range of grooving and chamfering applications and are
available in bore diameters from 6 mm.
• GM Slot – an innovative solution (patent pending)
developed by the VARGUS R&D team. A three-flute
tool with unique clamping system that accommodates
indexable inserts with different profiles (for grooving
and chamfering), available in bore diameters from
12.7 mm and for groove widths/depths of
1.2 mm-4 mm and up to 3.25 mm, respectively.
• SGM (Shallow Groove Milling) – tools for large
diameter work – minimum bore diameters of 40 mm.
Able to operate effectively with long overhangs, SGM
tools are targeted at the production of groove widths
from 1.25 mm-4.7 mm and up to 3.8 mm deep.
As with all of the high quality tools available from
Vargus, Groovex is supported by the company’s signature
GT Gen tool and application selection software.
For further details contact Pilot Tools on TEL: 011 607 1800

Toolholders improve
rigidity, surface finishes

R

ego-Fix’s dual-contact Rego Plus toolholders are
designed to improve TIR, tool rigidity, surface-finish
quality and machine accuracies.
Rego-Fix’s dual-contact Rego Plus toolholders are designed
to improve TIR, tool rigidity, surface-finish quality and machine
accuracies for high-precision milling machines equipped with
the Big Plus spindle system. The toolholders also work with
form B coolant and accommodate through-taper coolant.
The slim-nose powRgrip 6 (PG6) toolholder is said to be
well-suited for the aerospace, automotive, medical and watch
industries. The toolholder features a minimal OD of 10 mm

and a clamping diameter ranging from 0.2 to 3.175 mm. Its
slim design enables it to provide less tool interference and
easily machine tight pockets, the company says.
When paired with the secuRgrip tool-locking option and line
of HSK 40 E holders, the PG6 improves TIR and tool damping.
It also eases presetting, increases tool life and provides higher
clamping forces. Designed for high-speed applications, the
toolholder is available with a variety of tapers, including CAT,
BT, HSK and TC versions.
For further details contact Star Tooling on
Tel: 011 818 2259

Correction
• In the last issue of Metalworking News March 2012 (Volume 11 Number 1) we inadvertently ran an in-correct telephone
number for the story Delcam’s New PartMaker Version 2012 officially released. The number you should contact is
PBS Machine Tools on 011 914 3360.
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Drilling and milling in a single unit –
the innovative
Vernet Behringer’s
HD-X 1218 saw-drill line

S

ignificantly higher throughput for profile machining and
capacity for not only carbide drilling but also milling
are key features of Vernet Behringer’s new HD-X 1218.
A CNC portal drilling line, the new HD-X features 3 drilling
spindles, each extended with its own X axis and a traversing
path of 500 mm.
The innovative X axis permits a girder to be completely
finish drilled over a length of 500 mm without the need to
reclamp the material for each drilling operation. Quite apart
from stepping up the machining speed, this facility offers
significant accuracy benefits, as it eliminates precision issues
caused by shifts during positioning. If the material is not
reclamped, the machine achieves tolerances of just
± 0.1 mm over a length of 500 mm. All the axes are positioned
by ball screws with servo drive. Another benefit of the new
line is its facility to mill oblong holes and contours, saving the
need for any additional downstream work steps. A “V-Scoring”
facility allows symbols beyond the customary alphanumerical
combinations to be carved into the material, providing more
precise allocation of girder positions on the building site.

from VernetBehringer
works with
practically
no residual
length, and is
capable
of passing
girders
through the drilling line and positioning them for cutting on
the connected mitre bandsaw. The gripper is capable of being
rotated by 90° to allow profiles to be flexibly accommodated
at the flange or web. “During return travel of the feed carriage,
the gripper is lifted hydraulically to allow the next profile to be
loaded onto the infeed roller conveyor with the cross conveyor
while the machining process is still ongoing. This increases
the line’s throughput,” continues the CEO. “The cross conveyor
also permits transportation of profiles in both directions. The
lifting and lowering action of the cams means that we can
deposit the material on both sides of the roller conveyor.”

Drilling and tool changes without loss of time
The drilling line with attached mitre bandsaw is generally
suitable for drilling, thread tapping and punch marking of
girders and profiles. Its sturdy structure permits precision
movements at high feed rates and working speeds. It is
capable of completing linear movements at up to 20 metres
per minute. Each drilling unit features an automatic tool
changer for five tools whose selection is managed by the
control system. With its high-grade 12 kW drive systems and
between 200 and 3,500 revolutions per minute ensuring
adequate spindle drive output and speed, the Vernet Behringer
line is ideally suited for the use of carbide drills. The drilling
machine has a clamping width of 1,200 millimetres, while the
regular drilling diameter is between 8 and 40 millimetres.
Carefully planned material handling saves
time and money.
To ensure reliable handling of heavy-duty
profiles, roller conveyors and transport devices
can be attached on the infeed and discharge
side. At the infeed, a servo
driven feeding
carriage controls
the infeed of
materials into
the machine. The
feeding carriage is
equipped with a material
gripper and sensor for
material identification, which ensures
reliable clamping and transportation of
the girders. The gripper measuring system

Clean cut eliminates the need for finishing work
The connected mitre bandsaw HBP510-1208G is
specifically designed for integration into the drilling line.
Boasting a cutting range of 1200 x 510 mm and a bilateral
mitre of 30° on both left and right, this is a machine ideally
equipped to address the demands of steel construction firms
and the steel trade. It ensures precision cuts and a significant
increase in plant throughput.
The mitre bandsaw is constructed on the basis of a robust,
torsion-resistant gantry design. Blade guiding elements made
of vibration-damping grey cast iron impact positively on tool
service life. The incline of the saw frame reduces the maximum
engagement length of the saw blade and is specifically
designed to ensure perfect cutting results in large-scale girders
or square hollow profiles.
The generously dimensioned saw drive system
with its 13.2 kW drive output and optional
servo feed with AFC (Auto Feed
Control) ensure an extremely
high cutting performance. Used
in conjunction with a sensitive
cutting force control system, feed
and cutting speed are adjusted in
line with the engagement length of
the saw blade in the material. This
guarantees high cutting output levels as
a result of constant chip removal and an
optimum tool service life. It is also suitable
for the use of carbide sawblades.
For further details contact Elquip Solutions
on TEL: 011 826 7117
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Omera

trimming beading machines

S

pecifically designed to customer production programs
in terms of both hourly output and quality standard
repeatability, Omera trimming beading machines make
big contributions to the production of parts and components
that are both highly qualified and economical.
The degree of customisation achieved through a precise
process that involves the client represents the true added
value that ranks Omera among the world's leaders in the
production of these products.
Omera manufactures double upright hydraulic presses
up to 1200-ton capacity and C-frame hydraulic presses up
to 25-ton capacity as well as trimming-beading machines
to perform operations such as: trimming, beading, joggling,
ribbing, seaming on cylindrical or polyhedral pressings.

configurations including the standard set up for Round
Parts only, with an Inverter and/or Gearbox or set up to work
Round and Polygonal parts. The R-400 can work parts with
a maximum diameter or diagonal dimension of 16" and can
utilise up to three slides.
Omera R-1600
The R-1600 is the largest trimming and beading
machine offered. This massive machine can work parts
with a maximum diameter or diagonal dimension of 63"
and can utilise up to three slides. Available with several
installed power options this is the King of the Omera
machines and a specialised machine for the forming of
large of parts.

The degree of customisation achieved through a precise process
that involves the client represents the true added value that ranks
Omera among the world's leaders in the production of these products
These machines are fully automatic or
semi-automatic production lines for the
production of cookware, HVAC components,
gas bottles, tank bottom ends, beer kegs,
fire extinguisher bodies, filter bodies, etc.
Primarily used for secondary operations
on deep drawn, hydro-formed and spun parts,
these infinitely variable, modular machines can
perform a large variety of operations including
the following:
• Trimming
• Inward/outward beading
• Inward/outward ribbing
• Inward/outward curling
• Inward/outward flanging
• Threading
• Lock-seaming with 3 or 5
thicknesses of containers
Omera R-400
The R-400 is the entry-level trimming
and beading machine. Available in four basic

All Omera trimming and beading machine models
can be equipped with specific working units known as
slides according to the kind of job to be performed.
The standard slide is pneumatic-hydraulic driven with
optional hydraulic and/or brushless electric systems available
as well.
For further details contact Talmac Machine Tools on
TEL: 011 827 6539
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Learn more about
Haas high-performance
turning centers

H

aas high-performance turning centers are designed
to be extremely rigid, highly accurate, and very
thermally stable. All castings have been optimized
using finite element analysis (FEA) to produce the most
rigid designs, while improving chip and coolant flow,
and simplifying maintenance and service. The spindle
heads feature a compact, symmetrical design for thermal
stability and rigidity, and the 45-degree wedge design
greatly increases the tool-mounting envelope and improves
chip flow.
Haas turning centers feature next-generation digital
servomotors on all axes for precise motion control, and
are available with fully programmable tailstocks for
additional workpiece support. Robust tool turrets index
quickly to reduce cycle times, and live tooling and

The new Haas ST-40 is the latest – and largest – addition
to Haas Automation’s line of new generation turning centers.
It was designed from the ground up to be extremely rigid,
highly accurate, and very thermally stable. All castings
were optimized using finite element analysis (FEA) to
produce the most rigid designs, while improving chip and
coolant flow, and simplifying maintenance and service.
The spindle head features a compact, symmetrical design
for thermal stability and rigidity, and the 45-degree wedge
design greatly increases the tool-mounting envelope
and improves chip flow.
The ST-40 has a maximum cutting capacity of
650 x 1120 mm, with maximum swings of 875 mm over
the front apron and 650 mm over the cross slide.
The spindle bore is 118 mm, with a bar capacity of 102 mm.

The new Haas ST-40 is the latest – and largest – addition to
Haas Automation’s line of new generation turning centers.
It was designed from the ground up to be extremely rigid,
highly accurate, and very thermally stable
C-axis options are available on most models to perform
secondary operations without refixturing.
Haas TL Series CNC Toolroom Lathes offer affordable
entry into CNC, and provide an easy transition from manual
to CNC machining. They come equipped with the Haas
Intuitive Programming System, a proprietary conversational
programming system that makes set up and operation easy
– even without knowledge of G-code. A built-in thread-repair
screen for both straight and tapered threads – something no
other machine has – lets the operator easily tackle the types
of jobs common in oilfield work.
A long list of options allows you to fully tailor your new
Haas CNC turning center to your specific needs.
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The machine’s 40-hp vector dual-drive spindle turns
to 2400 rpm and for heavy cutting operations, an
extra-performance spindle option is available that provides
55 hp. Both spindles feature on-the-fly wye-delta switching
that yields a wide constant-horsepower band for constant
surface feed cuts.
The ST-40 features an A2-8 spindle nose and comes
equipped with a 15" hydraulic 3-jaw chuck. A 12-station
bolt-on style tool turret is standard, with options for a
VDI turret or hybrid BOT/VDI turret. Other standard equipment
includes rigid tapping, a 15" color LCD monitor, and built-in
USB connectivity. Available high-productivity options include a
belt-type chip conveyor, a servo-driven tailstock, automatic tool
probe, live tooling with C axis, high-pressure coolant systems
and much more.
A long-bed version of the new turning
center, the ST-40L, is also available.
It offers a maximum turning length of
2032 mm – nearly double that of the
standard ST-40 – for turning and
boring long shafts and tubing.
Built in the USA by Haas, the
new ST-40 and ST-40L turning
centers are backed by the worldwide
network of Haas Factory Outlets – the
most extensive system of support and
service in the industry.
For further details contact Haas Factory
Outlet on TEL: 011 974 2301

Modelled on the way
humans move

T

he ASTRO-Ci - a press brake which is automated by
means of a two-arm robot that has been designed to
handle particularly small workpieces.
To anyone working in the world of industrial applications,
the term “robot” very probably brings to mind an articulated
device which possesses a certain number of axes and
precisely one arm. The Amada two-arm robot standing at a
press brake picks up sheets, positioning them at the lower
press beam and removes workpieces. The developers of
this automation solution took human movements as
their model.
Two-handed operation for the sheet metal industry
The new bending unit, with a total of 19 controlled
axes, is known as the ASTRO-Ci, combines a robot with a
servo-electrically driven press brake providing a press force of
360 kN. In practice, this type of bending cell forms the ideal
basis for sheet metal applications, for example for component
manufacturers in the electronics and medical technology
sectors. The production cell with its high-precision press and
pure servo-electric drive is not only superbly suited for the

machining of
thin materials
but also for the
production of
exceptionally
small
workpieces.
And exactly this
is the application field of the two-arm robot.
Intuitive operation and low programming requirements
At the machine control level, Amada has opted once
again for its proven programming concept. The programme
for the press brake and all the sequences of movements
performed by the robot can be created on an external PC with
CAM software. Then the result of the programming can be
observed using a three-dimensional simulation. This low level
of programming work makes it possible to manufacture even
small batch sizes economically.
For further details contact Amada South Africa on
TEL: 011 453 5459

Sacma Group launches
new machines

T

he Sacma Group, designers and manufacturers of
thread rolling, cold forming progressive headers and
bolt making machines, have launched a new thread
rolling machine inspired by the
I-thread concept at Wire 2012, The
I-Thread RP620-M. The company’s
R&D Department has developed new
solutions for an easy and effective tool
set up and for a bigger accuracy of the
parts produced with a new starter unit.
During the same event Sacma
presented the S-feed concept for
its progressive and combined headers.
This unique and patented system allows
the machine to feed the header in the
most precise and simplest way available
today.
The new touch screen panel
SC-Matic facilitates the tool set up,
taking under control the process
through the machine, supervision and
management.
Sacma also demonstrated how
it can guarantee quality using the
new LoadMatic, by monitoring the loads
both in the main frame and in the single
stations and driving the discharging
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device for the NC parts.
Small but constant improvements have also taken place on
the Sacma Transfer, to consolidate its position of excellence,
for its capacity to handle the wider
range of parts, starting from
extra-long to the shortest ones, at
maximum production speed. The
introduction of the patented Transfer
Support Assist Package extends the
transferring performance to more
difficult tapered and stepped parts.
New features of the I-Thread
RP620-M include a starter unit with
brushless motors, motorisation for
the adjustment of the die match,
the vertical feeder and the feeding
rails, an electronic hand wheel for all
adjustments, a load monitor with die
match control, a new transmission,
frame, lubrication system and fixed die
holder.
SACMA has two manufacturing
facilities, SACMA and OBM, whilst the
INGRAMATIC plant is dedicated to the
production of threadrollers.
For further details contact First Cut
on TEL: 011 614 1112

