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Is the localisation programme benefitting you?

T

here are many different local
infrastructure projects either nearing
completion or about to get off the ground.

It is very encouraging that these major projects
have been mooted and by all accounts look like
going ahead. Once completed, all of them should
be to the benefit of South Africans as they are
energy and transport related, aspects that have
an effect on our everyday lives.
But as a manufacturer or a supplier

how much are they benefitting you in terms of
winning new contracts and / or enhancing
your production capabilities with the
implementation of new technology?
One of the pre-requisites in the tender documents issued is that bidders
would have to adhere to government’s set localisation target of between
60 and 65%. A preferred bidder would be required to set up a factory and
supply chain in South Africa, employ local people and transfer skills.
There is also the so called and well-intended UNIDO SPX program, which is
part of a large regional programme that comprises several interlinked
components, one of which is for establishing in each country a sub-contracting
and partnership exchange (SPX) centre for linking suppliers to large scale
buyers in the countries. The overall aim of the SPX program is to maximise
the economic impact of large scale international and local investors as well as
state owned companies (SOC) by developing capacity of the local supplier base
in selected African countries to successfully compete. I wonder how many of
you actually know about this program or have benefitted from it at all?
Very few I suspect. The couple of companies that I know that have submitted
their details have complained that suddenly their opposition are tendering for
the niche products they were supplying to SOCs.
Now I read about a “Buy Back South Africa" campaign that is intended to
emotionally blackmail you into buying products made in South Africa, as it is
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losing many jobs for South Africans. It goes on to say “We can turn this
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around, and create jobs, if we support and buy locally produced products.”
I am sure there are similar initiatives to boost South African
manufacturing that I do not know about and they all have the “good
intentions” feel about them. However there are too many reports that you
have read about where another international company has been awarded a
government contract. I understand that we do not have the manufacturing
capacity or know-how in some instances, but in many cases we have a
manufacturing base that is very first world so let’s localise and stop
eroding the very essence and success,
I believe, of a developing country.
Take our BRICS partners as examples.
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The growing importance
of multitasking

T

he earliest multitasking mill/turn, turn/mill machine
tools began showing up on the floors of job shops and
industrial-scale production facilities in the early to
mid 1980s. These were the result of the demand to do
more with less — more operations, less setup and operator
involvement.
An important driver in today’s multitasking environment
are smaller lot sizes. The days of doing million-part
production runs are few and far between. The challenge
today is for shops of all sizes to machine as many part
features as possible in a single setup on a single machine.
Central to accomplishing this is a universal control to address
the exploding range of machining technologies used in
metalworking operations (turning, milling, drilling, grinding,
hobbing, nibbling, punching, marking and more).
Benefits of doing more with less include compressing
lead times, from days to hours, and reducing lot sizes with
no cost penalty. Lots as small as one piece can be done
efficiently and cost-effectively. Multitasking improves
cash flow through higher throughput and shipment
frequencies. It also slashes non-value added time, with

A second example involves hobbing of propeller shafts for
marine outboard motors. The propeller shaft is turned and
hobbed out of 630 stainless for corrosion resistance. The
way these shafts were made involved a multiple-step process:
Turning on a lathe, dropping the shaft out, taking it to a
vintage dedicated Barber Coleman hobbing machine
(with very time-consuming, labour intensive setups), cutting
the spline, then removing the part to a grinding operation.
It used to take 3 min just in turning alone. Now turning
and hobbing in one machine takes just 3 min, 40 sec. This
example of multitasking technology with a hob assembly is
doing away with some dedicated hobbing, while maintaining
similar throughput and excellent quality with one machine
performing the operations of two machines.
Yet another new application produces spur and helical
gears. The process uses a disk-shaped milling tool that
rolls radially following an involute path with simultaneous
motion of the X–B or Y–B axes. Variations in the gear shapes
are generated by the tool path, not by the tool geometry,
so a simple tool can produce a range of different gear
configurations.

An important driver in today’s multitasking environment
are smaller lot sizes. The days of doing million-part production runs
are few and far between
fewer fixtures, tools and far less labour. Furthermore, it
improves part accuracy by reducing tolerance stack ups
between multiple fixturings.
What's more, multitasking reduces shop burden — fewer
machine tools, reduced floor space and more cost-effective
use of utilities. You can also run untended — one operator
can run several machines, or you can run an entire third
shift untended — which increases cutting time without the
attendant labour costs. Bottom line: Doing more with less
results in increased profitability.
Further, multitasking is an evolutionary process: When you
think you have figured out how to do everything possible on a
multitasking machine tool, someone comes up with another
set of ideas for more applications.
Among those ideas is broaching features such as
keyways, ID splines and fir-tree root forms on disks for
aerospace engines and steam turbines. The broach for ID
work is an axially oriented tool. The B-axis of the multitasking
machine is oriented as if one were going to drill the ID. The
brooch is inserted into the hole then pulled out to create the
desired form.

Hyundai WIA not only develops and builds multitasking
machines for the market as a whole, they also employ the
latest technology in their own plants to manufacture engine,
transmission and suspension components for their parent
company, Hyundai Motors.
It’s not always about reducing labour costs or
burden rates. Again, as a global manufacturer in both
mature and developing markets, the company has
learned first-hand that in many cases multitasking
machines are required to provide the consistency they
need in machining components for the many finished
goods they produce.
In the future there will undoubtedly be many more
multitasking functions. However, a word of caution:
Adding all of these capabilities in a single machine is one
thing; knowing how to use them correctly is another.
This requires the end-user to work very closely with the
machine tool vendor. It’s often very difficult to come to
terms with the reality of doing so much in a single machine.
This is especially true if one is used to operating
single-task machine tools.

This is the viewpoint of Ki Hyo Park,
President, Hyundai WIA Machine America Corp.
This article was first published in the May 2012 edition
of Manufacturing Engineering magazine.
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Retecon’s
principles at the
forefront of the
latest manufacturing
technologies

L

eading machine tool, tooling, consumables, services and
accessories supplier to the metalworking and related
engineering industries, the Retecon Group, represents a
number of well-known international manufacturers including
Trumpf, DMG/MORI SEIKI, Ficep, Koike, Schleifring Group,
Studer, GF Agie-Charmiles, Addison McKee, OTO-Mills,
Schuler Group, Haimer, Heller, Liebherr Gear Cutting,
Kasto, Kapp-Niles, Hexagon Group, DEA, Romer, TESA,
Zoller, Renishaw, Leica, Mahr and Krinner.
These companies are constantly introducing new models,
developments and techniques to industry that changes so
quickly it transforms in the blink of an eye. The world has
recently come to a turning point where smart technologies are
the code-words of energy development and technologies with
an ecological inclination. In the race for eco-friendly and more
efficient electronic product development, Retecon’s principles
are front-runners. They literally set the standards for everyone
to follow.
Because shops and plants are so much alike in the
challenges they face, these solutions are highly likely to be
applicable to prospective buyers no matter which country or
continent they call home.
“We have for some years now covered all the metal forming
and cutting disciplines including milling, turning, gear cutting,
boring, grinding, tube & wire, EDM, pressing, punching, laser,
bending and measuring by importing quality well-known
brands from all over the world,” said Retecon MD Hans
Peter Neth.
“We are able to see first-hand how technology has been
developing in our field of manufacturing,

particularly those companies that we represent, and introduce
them to the South African market at very short notice.”
Trumpf - cutting even thicker material more quickly
Trumpf, for example, exhibited at the EuroBlech 2012 at
the end of October and released the TruLaser Series 5000,
which will be able to cut through stainless steel up to 50
millimeters thick. What’s more, the 2D laser cutting units,
when fitted with the BrightLine option, considerably improve
the quality of the edge on stainless steel sheet at gauges of
between 20 and 25 millimeters.
These new qualities are made possible with the TruFlow
8000, a C02 laser that develops 8 kilowatts of power, and
a mirror cutting head. The machine with its newly increased
laser output is especially suitable for companies that work
a large amount of thick-gauge stainless steel. Potential
applications are making blanks for later machining. It can also
be used for parts that in the past had been cut with plasma or
water jet equipment.
The higher laser output is intended especially for shops
that work stainless steel and aluminium. A machine with an
8 kilowatt laser can slice through aluminium sheet up to 25
millimeters thick. That is 5 millimeters more than the same
machine with 6 kilowatts of laser power.
Moreover, with materials thicker than 10 millimeters it is
up to 33 percent faster during fusion cutting. The machines
with 8 kilowatt lasers achieve the same increase in velocity
in stainless steel. Here they can cut sheet metal up to
50 millimeters thick, which is twice the maximum thickness
that the 6 kilowatt laser can work.
Sure cutting through thick sheet with mirror
cutting head
To make full use of the laser’s high output,
the machines with 8 kilowatts of laser power
are equipped with a mirror cutting head. The
mirror-based optical system is reliable even if a
considerable amount of grime has collected, since
the heat-related effects are less than with lenses.
As a consequence, cleaning is required less
frequently. In addition, the wear rate at the mirror
is markedly less.
In the combination of enhanced laser power and
the BrightLine function a further advantage is to be
found. In this case a special mirror cutting head with a
350 millimeter focal length is used.
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Thus the machines produce clean and smooth edges, even in
stainless steel up to 25 millimeters thick.
Thanks to the capability to cut stainless steel up to
50 millimeter thick, the machine can also prepare blanks
for subsequent machining operations. Instead of milling the
part from bar material, with a great deal of waste, the laser
cuts the contour out of a plate of sheet metal. Here several
different shapes can be efficiently nested one with another.
This kind of strategy saves lots of material, and machining
time, too.
DMG / Mori Seiki compact 5-axis all-rounder for
6-axis complete machining
The DMG / Mori Seiki compact NTX2000/SZM is a new
dimension in high-precision 6-sided complete machining for
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small to medium size series in a range of turning lengths
up to 1,540 mm.
The NTX series from Mori Seiki packs maximum
manufacturing options into a minimum footprint. This
applies to the NTX1000 models that are available in
various expansion options and that since last year have
caused a furore worldwide in the sector of medical
applications. It also applies without restriction to the
new NTX2000/SZM, which celebrated its world premiere
recently.
The main spindle and the NC-controlled pivoting and
positionable counter-spindle (NTX1000 pivoting), the milling
head at the top with its pivoting B-axis and torque drive in
DDM® technology, plus the turret (optional) below this with
its 10 powered tools all add up to a manufacturing package
that is unparalleled worldwide where compact design and
performance are concerned.
The flexible possibilities offered by the NTX2000/SZM,
thanks to the integral combination of 5-axis simultaneous
milling and 6-sided finishing, are particularly impressive and
are made even more so by the manifold tool options of the
magazine with its 76 tools. The maximum turning diameter
and turning lengths of up to 1,540 mm mean you can let your
imagination run riot where component layout is concerned.
Even simultaneous machining using the milling spindle on
the counter-spindle and turret on the main spindle is possible
with the NTX2000/SZM.
The fact that the NTX2000/SZM always runs with
top efficiency despite being so flexible is reflected among
other things in its short chip-to-chip times of under seven
seconds. Speeds of up to 5,000 rpm in the main and
counter spindle and the 12,000 milling spindle in the
B-axis meet the highest demands, just as the lower turret
does with its 10 powered tool stations in BMT® technology
(optional).
When equipped with a modified bar loader and
workpiece unloading device the machine can also be
used fully automatically for material diameters of up to
65 mm.
Then of course there is the MAPPS IV control that
ultimately ensures adequate performance on the way from
the drawing board to the finished workpiece. The CAM system
from Esprit is installed here as a standard in addition to
dialog programming. The combination of MAPPS IV and the
CAM functions means that users are more shopfloor-orientated
and can therefore respond more flexibly and efficiently to
customer requirements. Apart from this the machines are
equipped with MORI-NET that is included in the standard
version, a function that allows remote maintenance and
monitoring of the operating status.

The NLX2500 CNC lathe is the first series launched
as the X-class
The NLX2500 Series, which has evolved from the NL Series
as a result of a full model change, is Mori Seiki's first series
launched as the X-class.

The NLX2500 Series has evolved from the NL Series that
sold more than 10,000 units, and is designed to reflect current
market needs and feedback from over 5,000 customers.
It is packed with extensive features including high rigidity,
measures against thermal displacement, energy saving,
space saving, MAPPS IV + ESPRIT, and compliance with safety
standards.
High rigidity
The NLX2500/700 (turning specifications),
NLX2500MC/700 (milling specifications) and NLX2500Y/700
(Y-axis specifications) use different platforms for each model to
ensure high rigidity. In addition, the machines offer longer tool
life and capabilities for heavy-duty cutting by using slideways.
Measures against thermal displacement
As standard specifications, the NLX Series uses a bed
with coolant circulating inside. This allows the machine to
achieve active control over thermal displacement caused by
cutting heat and changes in the ambient temperature.

consumption has been reduced by approximately 15% by
stopping the oil supply during standby.
Space saving
Each model uses different platforms and is optimallydesigned to suit the specifications. The NLX2500/700
(turning specifications), for example, has achieved
approximately 22% reduction in the installation area
compared to the conventional NL Series.
The NLX2500Y/700 high-rigidity, high-precision CNC lathe
offers extensive features including high rigidity, measures
against thermal displacement, energy-saving performance
and space saving design. The turning specifications, milling
specifications and Y-axis specifications use different platforms
to suit each model in the NLX series, always ensuring high
rigidity. In addition, the machines use slideways to offer longer
tool life and capabilities for heavy-duty cutting.
Gemini HD 36 - Ficep
The Gemini HD36 is an advanced system for the sheet
metal working: relying on a fully modular design, you can
execute cutting, drilling and milling operations to finish the
piece in a single set-up, using the most suitable technologies.
The concept of “finished piece in a single set-up” is driving
the evolution of modern machine tools: either in the case
of small or big components, simple or complex workpieces,
it is essential to obtain them without long and expensive
displacements among different machines, naturally with
adequate precisions and speed.
Ficep’s new Gemini 36 HD plate processing system is a
complete plate solution for fabricators and manufacturers
of all sizes. It handles from light to heavy plate for thermal
cutting, marking, milling, drilling, tapping, beveling and more,
all on one machine.
The Gemini can be furnished with a wide variety of marking
devices depending on your needs. Fabrication and bending
lines can be indicated with a scribing tool or plasma marking,
and identification marks and part numbers for fabrication can
be added with a scribing tool, plasma marker or a pin marker.

Energy saving
The NLX Series uses a compact CNC that consumes less
power, an inverter–type hydraulic unit, and LED lighting to
reduce environmental burden and running costs. The total
power consumption has been reduced by approximately 13%
for turning, 10% for milling and by approximately 14% for
Y-axis specifications. Additionally, the lubricating oil

The new Excalibur 12 CNC single spindle drill for drilling,
milling and scribing features an exclusive secondary “X” axis
(length axis) with improved accuracy and productivity, as it is
not necessary to unclamp, reposition and re-clamp for each
“X” axis movement.
This capability permits scribing on all four surfaces to
eliminate all manual layout, and also provides the ability
to generate slotted holes, copes and large holes.
For further details contact Retecon Machine Tools
on TEL: 011 976 8600 or see www.retecon.co.za
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The A400M military aircraft

S

outh African aerospace company Denel Aerostructures,
part of the State-owned Denel defence industrial group,
signed a renegotiated agreement with Airbus Military in
Kempton Park recently covering the South African company's
participation in the A400M military airlift programme.
Denel Aerostructures manufactures the wing/fuselage
fairings and the fuselage top shells for the A400M.

The top shells - made up of more than 1 100 parts consisting
of a large machined skin, engineered out of an aluminium alloy.
Each aircraft is fitted with two top shells, positioned in front of,
and behind the wings where it is joined to the fuselage. The 900
system brackets support the vital electric and electronic wiring, hot
air and heat exchange piping and include the aircraft’s life rafts
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The renegotiated agreement covers the wing/fuselage
fairings and the top shells and will result in Airbus Military
paying increased prices for these aerostructures from Denel
Aerostructures, making their production economically viable
and sustainable for the South African company.
Speaking at the event, Public Enterprises Minister Malusi
Gigaba highlighted that Airbus Military and Denel had been
strategic partners since 2005. "The industrial partnership
between Denel and Airbus contributes to skills development,
to high-tech manufacturing."
"Denel Aerostructures has some of the most highly skilled
engineers and technicians in the country," said Gigaba. "This
is why the government considers Denel as a group, and Denel
Aerostuctures in particular, and the aerospace industry, as a
national strategic asset."
He pointed out that Denel Aerostructure's losses were
now, for the first time, below R100 million and that the
company was projecting it would break even by 2016/17.
"The company was forced to do some deep restructuring
between 2009 and 2011, which reduced employment, to
ensure that the core structure of the company was
sustainable," he acknowledged.
The Minster also urged Denel Aerostructures to use
its experience from the A400M project to "diversify it's
revenue streams" and called on Airbus Military to help Denel
Aerostructures to market itself to the European group's other
Tier 1 suppliers.
“The aerospace sector is identified in IPAP2 (the new
industrial policy action plan), alongside nuclear and advanced
materials, as one of the sectors with the potential for the
long-term development of the advanced capabilities
necessary to change the economy’s structure.”

The final assembly line in Seville, Spain

"We have been working very hard for this moment,"
said Airbus Military senior VP: Commercial Antonio
Rodrigues-Baberan. "The agreement we are signing today
is going to move our relationship - Airbus Military with Denel,
with the South African Air Force, forward for the next
30 years."
Close to winning extra work on A400M aircraft
It has also been reported that Denel Aerostructures is very
close to concluding a contract to manufacture the ribs, sword
and spars for the vertical tail planes for the Airbus Military
A400M military transport aircraft. These parts are
manufactured largely from composites. This work would
be in addition to the components the local company already
manufactures for the European aeroplane.
Ismail Dockrat, the chief executive of Denel Aerostructures

Various components in the riveting and assembly department

said that the new agreement would strengthen Denel
Aerostructure’s capacity to market its products and services
to other aircraft manufacturers and to enter into new
partnerships for future projects.
"We believe there is immense scope for growth in the local
aerospace industry. Despite the (global) downturn,
there remains a strong demand in the international Defence
and aerospace market," said Dockrat.
Dockrat said that Denel Aerostructures was one of a
select few companies outside of Europe responsible for the
design and manufacturing of vital parts on the high-speed
turboprop aircraft and it had already ramped up its production
of vital parts for the A400M that would be delivered to
customers in the coming months.
Denel Aerostructures, which received a R700 million
recapitalisation from the government last year, reduced its 
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The wing to fuselage fairing - an essential part of the aircraft that
provides protection against lightning strikes, hail damage and bird
strikes to the sensitive equipment under the centre wing portion

losses by two-thirds in its year to March but still dragged down
the financial performance of the state-owned Denel group.
The division underwent a major restructuring between
2009 and last year but is only projected to break even in the
2016/17 financial year.
Dockrat said the restructuring reduced its headcount from
just over 700 to 380.
He said Denel Aerostructures would have to remain
as lean as possible for the next two to three years while it
ramped up for the A400M contract, but there would be a
gradual rise in jobs as the division got to the serial production
phase of the contract.
Dockrat stressed that DAe could not rely on the A400M
project alone and wanted to diversify its income, noting that
the company had other contracts, the most important of
which was for Gulfstream’s G150 business jet.
DAe had used the A400M deal as an anchor contract and
leveraged
its position
with Airbus to
secure new
business.
“Our strategy
is not to rely
on this one
contract only.
The extent
to which we
will be able
to generate
more jobs
is a direct
function of
the extent
to which
we can
win new
business.”

Above: Denel Aerostructures has two
Zimmermann 5 axis CNC milling
machines. Here we see a side beam
frame being machined from a billet of
special aluminium alloy weighing
about six kilograms. The machining
operation takes about 90 minutes
for this component. However other
billets weighing three tons with
dimensions of 3 700 x 1 200 x 210 mm
will take up to 82 hours of machining
and the final weight of the component
will be 95 kilograms
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Another view of the wing to fuselage fairing being assembled
on specially manufactured jigs

Dockrat said the position achieved by Denel
Aerostructures should not be underestimated and it was now
a recognised mature tier-one supplier to Airbus.
“If you keep that customer happy and are delivering on
time and on quality that means everybody in the aerospace
industry globally looks at you as a reliable supplier. That is
very important for us,” he said.
Fact sheet on Denel Aerostructures’ participation
in the A400M programme:
Located at the Denel campus in Kempton Park, Denel
Aerostructures is responsible for the manufacturing of:
• The wing to fuselage fairing - an essential part of
the aircraft that provides protection against lightning
strikes, hail damage and bird strikes to the sensitive
equipment under the centre wing portion.
• The top shells - made up of more than 1 100 parts
consisting of a large machined skin, engineered out
of an aluminium alloy. Each aircraft is fitted with two
top shells, positioned in front of, and behind the wings
where it is joined to the fuselage. The 900 system
brackets support the vital electric and electronic
wiring, hot air and heat exchange piping and include
the aircraft’s life-rafts.

All these components have been designed and
industrialised at Denel Aerostructures and are manufactured
in Kempton Park before being shipped out for final assembly
onto the A400M in Seville, Spain. The assembly line in Spain
is currently working on the second serial aircraft, to be
delivered to the French Air Force in early 2013.
Dockrat says the detailed and precise testing phase of the
versatile airlifter is almost completed and all the suppliers of
parts will now be going into serial production mode.
The ramp-up means that Denel Aerostructures will
increase production of its parts in the subsequent years.
The company is busy consolidating all its operations under
one roof in a move that will improve efficiencies and cut
costs significantly.
Denel Aerostructures was involved
in the A400M from the start and
designed the parts from scratch
according to the manufacturers’
specifications. The manufacturing
involves cutting-edge engineering
processes including high-speed
machining, heat treatment,
structural testing and stress analysis.
Dockrat says the company’s
involvement in the manufacturing of
one of the world’s most sophisticated
aircraft is “a vote of confidence in the
quality of local engineering and the
Another component that is being machined
skills of the work force.”
on one of the three Deckel Maho machines
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Nissan to invest R1 billion in Rosslyn plant
In a vote of confidence for large-scale foreign direct investment
in South Africa, Nissan announced a R1 billion investment in its South African
plant in Rosslyn, Pretoria.

T

he money would be invested gradually with the intention
of doubling production to about 100,000 units a year.
Increased production would begin from the 2014
financial year, said Toshiyuki Shiga, chief operating officer of
the Japanese automotive manufacturer.
The move by Nissan SA is in response to the new
industry plan — the Automotive Production and Development
Programme (APDP).
The long-awaited programme, to be implemented in
South Africa next year, will allow vehicle manufacturers
with a plant volume of at least 50,000 units a year, to import
a percentage of their components duty free.
The plan sought to encourage the industry to ramp up total
South African vehicle production to 1,2 million units per year
by 2020.
"I have not been here in South Africa since 2003, but I am
here today to say we are now more interested in committing
ourselves to business in Africa. South Africa will serve as our
door to more of the continent. We will be able to export more
units to the likes of Zimbabwe," Mr Shiga said.
The investment by Nissan would employ about 800 people
at the plant and 4,000 throughout the automotive supplier
community.
The National Association of Automobile Manufacturers of
SA’s director, Nico Vermeulen, said the investment showed

"bullishness about South Africa’s automotive industry".
"This is excellent news. It shows confidence in our industry.
BMW launched its new 3-series, Ford its new Ranger, VW its
Polo Vivo and so on, all recently. Toyota made a big investment
in 2006. We can see that major automotive manufacturers are
on course to work with the APDP, which shows the industry is
on a good track."
Nissan’s Rosslyn plant last year produced 54 000 vehicles.
This included the NP200 half-ton bakkie, the NP300 Hardbody
one-ton pick-up and Sandero models. This was strongly up
from the 25,000 units, which were built in 2008.
A training facility worth around R200 million would
also be created. Local content on the Hardbody pick-up,
excluding the firm’s power train, would increase from
50% to 70%.
Japanese firms including Sony have been criticised for
being slow to reinvest in Africa, seeming to lag behind Asian
counties such as Indonesia and South Korea. But Mr Shiga
said Nissan had "carefully" timed its planned production
increase.
Nissan SA MD Mike Whitfield said the increase in
capacity was a leap towards supporting the company’s
global business plan, Nissan Power 88, which targeted
8% of global market share and 8% growth in corporate
operating profit by 2016.

Government launches new body to support
local aerospace sector

S

outh Africa's Department of Trade and Industry (DTI)
used the Africa Aerospace and Defence 2012 exposition
in Pretoria to announce the creation of a national Joint
Aerospace Steering Committee (JASC).
"The JASC has been initiated by the government, but it is
intended to have leadership from outside the government,
supported by a dedicated secretariat," explained DTI chief
director for advanced manufacturing (aerospace and defence)
Nomfuneko Majaja.
The creation of the JASC was one of the recommendations
of the Aerospace Sector Development Plan (ASDP), which
was commissioned by the DTI and the Department of
Science and Technology. Among other things, this assessed
global best practices in aerospace, at the country level,
and identified gaps in the enabling environment for the
local aerospace industry. As a result, the ASDP proposed
that the government manage aerospace as a priority
sector, strengthen South African aerospace clusters,
strengthen aerospace skills and development, and set up
the JASC.
"The JASC will lead the implementation of the ASDP,"
said Majaja.
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"It will also identify flagship programmes. It will advise
and coordinate. It will function through stakeholder forums –
industry, government and R&D – and technology stream
working groups. It'll use existing interest groups as far as
possible." It is intended that the interaction between these
various forums and working groups will create and implement
the industry action plan.
The JASC is composed of representatives of government
departments, industry, finance institutions and research and
development (R&D) agencies.
The government departments involved are Trade and
Industry, Science and Technology, Public Enterprises, Defence,
Transport and the National Treasury.
Industry is represented by the South African Aerospace,
Maritime and Defence Industries Association and the
Commercial Aviation Association of Southern Africa, while the
financial institutions concerned are the Industrial Development
Corporation and the Technology Innovation Agency.
R&D institutions include the Council for Scientific
and Industrial Research and Higher Education South Africa,
which represents the country's tertiary educational
institutions.

BAE systems debuts latest RG35 multi-role fighting
vehicle at Africa Aerospace and Defence Exhibition

B

AE Systems launched the latest 6x6 variant of the
RG35 family of vehicles – the RG35 multi-purpose blast
protected fighting vehicle – at the 2012 Africa Aerospace
and Defence exhibition (AAD) recently.
“The RG35 family of vehicles incorporates 30 years of
experience in tactical mobility and protection,” said Johan
Steyn, managing director, Land Systems South Africa.
The RG35 6x6 has an 8.5 ton payload, a 12 cubic meters
volume under armour, can seat up to 14 crew members,
and carry light and medium remote controlled weapon
stations. Like the 4x4 variant, the latest 6x6 variant includes
independent suspension and a side mounted powerpack that
can be replaced in less than one hour. The entire power pack
can slide out on a frame and is fitted with quick couplers for
the electrical and hydraulic systems. The power pack is
connected to the wheels by a Y-shaped driveshaft.
The RG35 family of vehicles can be deployed in many
different roles and offers a choice of variants and
configurations while maintaining 80 percent vehicle
commonality. RG35 combines the high levels of survivability
of the RG31 Mine Protected Vehicle with the tactical capability
of an infantry fighting vehicle.
Integrated onto the vehicle at AAD will be the TRT-B25
(Tactical Remote Turret) also from Land Systems South Africa.

For further information contact Natasha Pheiffer
of BAE Systems on TEL: 079 526 2362 or
email natasha.pheiffer@baesystems.com or
visit www.baesystems.com
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Vrroom with a view:
An unapologetic ode to automotive design
What's a chap to do when he's in the UK's Milton Keynes?
Marvel at traffic circles and fake cattle, obviously; wonder at the sheer banality
of planned urban sprawl, indeed.
But I prefer to do something more useful – like visit the
Red Bull Formula One headquarters.

I

t's odd, I know, that Milton Keynes is where you'll find Red
Bull. You're left with the vague sense it ought to be based
somewhere sexier. But that seems to be a theme with the
UK-based Formula One teams. Red Bull is in Milton Keynes;
McLaren is based outside Woking. Someone needs to set up in
Slough and it'll be an unholy trinity.
I wandered into the Red Bull factory and dutifully switched
off my phone. The visit was characterised by a guided tour
from a hugely enthusiastic young man. To be honest, I thought
the most exciting thing would be the cars. But no. In fact, two
things stand out: one was the design office, where half a
hectare of floor space was filled with people designing bits of
cars on their computers, all beavering away to find a design
that might shave fractions of a second off a lap time.
Depending on your point of view, that's either unbelievably
cool or the definition of futility. And it's not like they design a
car, deliver it to Mark Webber and Sebastian Vettel, have a
pint and then go home until the next season. If a team was to
race the car it used in the first race of the season in the last, it
would be seconds off the pace.
The second exciting thing was the 3D printers, a newish
technology that's going to change the way stuff gets made,
and has huge implications for industry generally. 3D printers
create objects from a digital design by repeatedly adding layers
of whatever material is being used, as opposed to the standard
process, which would require moulding or machining.
And they're fascinating machines because you can "print"
anything you like, including, if the research goes well, organs
and tissue, toys, models, jewellery and even replacement hips.
And they're doubly fascinating because they completely remove
economies of scale from the manufacturing process.
If I went to Stihl and asked it to design and build me a
single spanner in the conventional way, it would be a very
expensive spanner. They have to design it, create the mould
and then cast the spanner. However, if I can download a digital
model and print the spanner, it's very cheap and means I don't
have to get into the car and go to town. The implications for
remote communities could be huge. The Economist reckons
the advent of 3D printing could be as significant as the arrival
of the steam engine and the printing press, saying it is "likely
to disrupt every field it touches". This is pretty exciting. We're
getting closer to those machines in Star Trek that just created
food. Lost a certain-sized Allen key? Just print a new one.
The potential for businesses is also huge. Businesses
based on the concept of building uniform products and building
them in large numbers now have complex opportunities to offer
much cheaper personalised or differentiated products. Want a
steering wheel with your name embossed on it? Want your
initials inlayed into the gear lever? Sure. We'll print one for you.
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At Red Bull, however, they use their 3D printers to create
incredibly detailed models of their digital designs for the
purposes of wind-tunnel testing. And because it's relatively
cheap and simple, they can play with designs all day long.
Nobody has to create moulds or machine bits and pieces.
I had a great day at Red Bull. It's an impressively youthful
and dedicated team. And they build seriously fast cars.
One manufacturer that's always embraced old-fashioned
quirkiness in design, as opposed to the clinical form-followsfunction design at race teams, is Citroën. And yet in the DS5,
its latest offering, the car is so incredibly futuristic it looks as
though it was printed, not bolted together. The DS5 is an
arrestingly lovely car to look at, outrageously flamboyant and
unashamedly futuristic.
Please excuse a moment of car-nerdery; look at those
wheels. Aren't they stunningly complicated and pretty? In a
world dominated by careful and conservative German creativity,
Citroën, especially in its DS range, stands out like a monument
to the unapologetic love of automotive design.
And what is this thing? A crossover? A hatchback or a
station wagon? God knows, to be honest. The only thing we can
be sure of is that it's a Citroën.
The flair continues on the inside. It's like the suits just
told the interior designers to really go for it. It's like a cockpit.
Brilliantly designed, chunky buttons and levers festoon the
centre console and the ceiling, which itself dissects a clever
three-piece sunroof.
The seats are insanely accommodating and the cabin
generally instils a sense of, dare one say it, fun. It's just a
hugely stylish place to sit.
I drove the 147kW manual, which was pretty fun. It also
comes with a de tuned version of the same motor with an auto
box, and also with a diesel motor. Those 147kW do from time
to time overwhelm the front wheels, but generally it all adds up
to a pretty spunky performer.
That manual box also matches the ride well, too. It's firm.
In fact, it's very firm, which is very unlike Citroën, and very,
very unlike previous cars that have worn the famed DS badge.
This is a pity, because while it translates to good poise on the
Western Cape's superb roads, I would imagine it might get
tiresome elsewhere.
I love this car. I love it because it is unashamedly
stylish and fun. It's nearly R400 000 and, of course, it's a large
Citroën, so it'll depreciate like a meteor. But the world is better
for innovative cars such as this. I do wish more people would at
least test-drive it. It's the future today. We should embrace it.
This article was written by Alexander Parker
and first appeared in Business Day.

Jaguar eyes factory in
South Africa as sales surge

J

aguar Land Rover is considering South Africa as a location
for a manufacturing facility, says the Department of Trade
and Industry.
There has been a huge surge in sales of the company’s
vehicles, especially in China. In the second quarter, Jaguar
Land Rover’s sales grew 91% year on year, and the company
has established a joint venture with state-owned Chinese car
maker Chery to establish a factory near Shanghai.
Although "no formal confirmation" had been received,
Nimrod Zalk, deputy director-general for industrial development
at the department, said it was " aware of potential interest in
Land Rover production in South Africa."
Land Rover, owned by Indian conglomerate Tata, said any
announcement would be likely to be made soon.
"We can confirm that we are routinely in ongoing
discussions with regard to a number of different locations, as
you would expect from a company with our ambitions," said
Kay Francis, director of communications at Jaguar Land Rover.
Kevin Flynn, MD of Jaguar Land Rover SA, said the
company "has made clear that its ambition is to move from
being a British car maker to an established global brand".
He said there was an "ongoing discussion" about

Jaguar revealed the F-TYPE, an all-new, sports car, at the
Paris Motor Show in September. The new Jaguar F-TYPE represents
a return to the company’s heartland: a two-seater, convertible sports
car focused on delivering performance, agility and maximum driver
reward. The F-TYPE is a continuation of a sporting bloodline that
stretches back more than 75 years and encompasses some of the
most beautiful, thrilling and desirable cars ever built

establishing a production facility in South Africa.
South Africa has attracted considerable automotive
investment since the inception of the now defunct Motor
Industry Development Plan in 1995. But this investment came
mainly as growth at existing plants. A Land Rover factory would
be the first all-new car maker in the country since 1995.
Government incentive schemes, such as the Automotive
Production and Development Plan and the Automotive
Investment Scheme, have done little to attract new brands to
SA. Under the former, incentives and rebates kick in when
production reaches 50,000 vehicles a year.
Mr Flynn said it was important that the "government has
a methodology of attracting that level of production. How
do you produce opportunities below the 50 000 mark?"
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Airbus to partner with
CSIR and Aerosud on breakthrough
titanium manufacturing processes
New technique has potential to dramatically cut aircraft
component production costs.

A

irbus, South Africa’s CSIR and Aerosud have agreed to
partner on a research project to test the application of
titanium powder-based Additive Layer Manufacturing
(ALM) for the fabrication of large and complex aerospace
components.
The titanium ALM project is the latest in a series of
Airbus Research & Technology partnerships established
under a 2006 agreement with the Department of
Science & Technology.
It will see Airbus, supported by EADS Innovation Works,
cooperating with Aerosud (the South African aerostructures
manufacturer) and the CSIR’s National Laser Centre (NLC).
Together, they will test and evaluate this radical new approach
as it is applied to producing larger-scale titanium parts at high
speed by using the NLC’s expertise in high-powered lasers and
laser-based manufacturing expertise.
If successful, the project could have significant cost and
environmental efficiency ramifications for airlines, aircraft
operators, the aerospace and other manufacturing industries
in addition to boosting South Africa’s minerals beneficiation
strategy.
“ALM involves forming an object from powder, which
is arranged in layers and fused by high-speed lasers. It
is a process completely devoid of bulk machining, cutting
and welding thereby minimizing waste and optimizing the
manufacturing process. It’s like printing in 3D,” explained
the CSIR’s Mr. Hardus Greyling, project coordinator of project
Aeroswift at the CSIR.
Aerosud and the CSIR NLC have been developing
the innovative ALM approach under the Dept. of
Science & Technology-funded Aeroswift project. Initial
proof-of-concept studies were carried out a few months ago
and based on the results a decision was made to construct
a full scale prototype system to demonstrate the technology.
This technology will allow the production of large geometrically
complex items. “Typically focusing on parts which are
prohibitively expensive or impossible to make using
traditional methods,” said Aerosud Managing Director,
Dr Paul Potgieter.
“There is no doubt that ALM is changing the small-scale
component manufacturing landscape and with Airbus
joining the partnership, it will be possible to test and
evaluate the manufacturing process on large components
for passenger jetliners,” explained Dale King, Airbus
Senior Manager International Research & Technology
Projects.
“The above-mentioned projects have been supported
through research and technology development funding
grants of approximately R65 million over the last six years
from the Department of Science and Technology,” said
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Mr Beeuwen Gerryts, Chief Director at the Department of
Science & Technology.
The project is central to South Africa’s national titanium
beneficiation strategy, which aims to transform the
country from an exporter of raw materials to an
exporter of semi-finished or finished goods which can
be sold at a premium compared with the material in its
raw state.
Current manufacturing relies on traditional milling and
machining where components are cut and carved out of a
metal billet, a process that typically sees up to 95 percent
of expensive raw material going to waste. In contrast, the
ALM technique minimizes material wastage by building up a
component from powder, with the optimal amount of material
being consumed in the process. Any powder left over can be
dusted off and used again. The potential cost savings in raw
materials could potentially amount to millions of dollars on
every jetliner built. In addition, the weight savings are likely
to result in significant cost savings and reduced emissions
through lower fuel consumption.
About Airbus’s research & technology network
Since the introduction of jet engine aircraft, the air
transport industry has achieved enormous improvements in
economic efficiency and the environmental performance of
aircraft, eg. in the past 40 years, the industry has cut fuel burn
and CO2 emissions by 70%, NOx emissions by 90% and noise
by 75%. During that time, innovation has been a key driver in
Airbus’s success.
Environmental and safety considerations are an integral
part of Airbus’s activities and a key priority in developing new
techniques, products and processes. Through innovation and
out-of-the-box thinking, Airbus will continue to ensure that air
travel continues to be one of the safest and most eco-efficient
means of transport.
Through its Research & Technology (R&T) network,
Airbus is working with governments, industries, research
institutes and universities around the world, including
South Africa, to find the best solutions that can deliver
significant improvements, step-changes, in efficiency and
performance and that will benefit and contribute to the
growth of the industry on a global scale.
Airbus launched its South African R&T programme
in 2006 under an agreement with the Dept. of
Science & Technology and the Dept. of Trade & Industry.
Airbus’s South African R&T projects are coordinated through
the DTI’s National Aerospace Centre. Airbus has forged
partnerships with Stellenbosch University, WITS University,
University of Cape Town and various units of the CSIR,
working on a variety of projects.

Seven bid for R123 billion
Prasa fleet tender

T

he Passenger Rail Agency
of SA (Prasa) had
received seven bids for
its R123 billion rolling stock
fleet renewal programme, the
state-owned operator of
commuter rail service Metrorail
announced.
The winning bidder would
manufacture 7,200 coaches
for Prasa.
"The bidding process closed
and seven companies have
submitted their proposals,"
Prasa spokesman Moffet Mofokeng said.
The fleet renewal programme is one of the three largest
passenger rail programmes in the world.
Mr Mofokeng said the companies that submitted
proposals included French company Alstom, Canada’s
Bombardier and Spain’s Construcciones y Auxiliar de
Ferrocarriles, known more commonly as CAF. Others were

China North Rail, China
South Rail and Dudula Rail
(a consortium composed
of ABB SA and Switzerland’s
Stadler).
Completing the
complement of bidders are
Gibela Rail Transportation
(a consortium made up
Alstom and local company
Actom) and CSR/Wictra, a
consortium made up of China
South Rail and local rail
services company Wictra.
It is not only the value and size of the project that have
attracted the world’s top original equipment manufacturers,
but an opportunity to set up a sophisticated supply chain in
Africa. The bidders hope to use this to penetrate the market
elsewhere on the continent.
The preferred bidder is likely to be selected by the end
of November. Detailed negotiations between the bidder and

South African motor industry
warned to boost its performance
The motor industry will have to step up its competitiveness,
or risk being a casualty of the "juggernaut" of rapidly increasing vehicle
and component exports from Asia, most notably China.

T

his was according to Justin Barnes, chairman of
B&M Analysts, who spoke at the 10th annual meeting
of the Durban Automotive Cluster. The cluster is a
public-private partnership between eThekwini municipality
and the motor industry in KwaZulu-Natal. It aims to improve
the competitiveness of the industry.
There are seven major vehicle assemblers in SA and
about 360 component manufacturers.
Durban-based Toyota SA is the only local assembly
operation producing volumes close to the threshold for
world-scale production. The motor industry is a major
employer in South Africa.
Mr Barnes said trade deficits between SA and China,
Brazil and India were high, but these countries were likely to
step up increasingly competitive exports to markets such as
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South Africa as their local economies were slowing.
South Africa’s motor and component manufacturers
were already struggling to be competitive against these
markets, he said.
Mr Barnes said the industry was vulnerable due
to the "crutches" of government support such as the
Automotive Production and Development Programme
(APDP), duty-free exports to the US under the "Agoa"
agreement, and to the European Union under the
EU-SA free-trade agreement.
The Agoa agreement, which expires in 2015, is a
concession from the US towards Africa.
He questioned how one could build a sustainable export
platform based on such charity.
Mr Barnes said government support programmes such

Prasa to structure and implement the programme will begin
then.
The Prasa fleet renewal plan has been split into two
10-year stages in each of which about 3,600 coaches will be
manufactured.
The state requires that a minimum local content of 65%
be achieved in the project. The trains have to be designed,
tested and built under a shortened production schedule.
Alstom and Bombardier have expressed concern over the
timelines that are expected under Prasa’s ambitious
programme.
Bombardier country manager Aubrey Lekwane said
that it could take up to four years to implement this type of
programme.
Under the schedule Prasa envisions the first trains will
be delivered by the first quarter of 2015 and introduced into
service in 2016.
One of the matters still to be finalised is the participation
of black investors in the programme. Prasa has conservatively
estimated the opportunity for empowerment the programme
creates to be worth about R15 billion.
The commuter rail service operator had expected to
publish details of how it planned to allow for black investors
to participate in the programme by September 25.
Prasa’s rolling stock fleet renewal programme project
manager, Piet Sebola, said some detail regarding the
participation of black investors had not been finalised.
This was what had caused the delay in publishing the details.
"There are some few final points that we are clearing up.”
Mr Sebola said.

as the APDP — to be rolled out next year — were needed
in SA. "The problem is if we become dependent on it…
when do we build a sustainable motor industry?"
Mr Barnes said "pockets of excellence" in South Africa
— where some component and assembly manufacturers
had proven to be globally competitive — needed to be
expanded.
He said the heart of the lack of competitiveness lay in
component manufacturing — the trade deficit generated
from motor part imports was so large it would drag down
overall economic growth, even if the rest of the economy
was growing. Component exports were about R38 billion
last year, against R44 billion in completely knocked-down
imports and about R33 billion to import after-market
components.
Mr Barnes said while the industry’s focus on
growing exports was commendable, it was just as
important that a strong base of domestic production
be maintained.
Department of Trade and Industry deputy
director-general Nimrod Zalk said the local motor
industry had proven "extremely resilient" in the face of
the weak global economy since early 2009.
Mr Zalk said the "transition" from the export-focused
Motor Industry Development Programme to the APDP
was mostly complete and all that remained was for the
APDP to "come into effect" next year.
He said the government’s Automotive Investment
Scheme was part of a R15 billion investment by vehicle
assemblers and component manufacturers.

Gigaba promises to use
leverage at State firms to bolster
auto sector competitiveness

P

ublic Enterprises Minister Malusi Gigaba has
committed State-owned Companies (SoCs) Transnet
and Eskom to playing their part in raising the
long-term competitiveness of South Africa’s automotive
industry and has also promised to facilitate near-term
deals that will alleviate constraints to further growth and
investment, including the divisive issue of port charges.
Gigaba made the pledge following a meeting in
Johannesburg with representatives of the National Automobile
Association of South Africa (Naamsa), whose members
include seven multinationals that produce vehicles in
South Africa, including BMW, Ford, General Motors,
Mercedes-Benz, Nissan, Toyota and Volkswagen.
These companies have collectively made investment
commitments valued at over R15 billion, following
confirmation by the South African government that it would
extend incentives to the industry until at least 2020.
This support would be extended through the Automotive
Production and Development Programme (APDP), which
will replace the long-standing Motor Industry Development
Programme from January 2013.
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The support to the sector was also central to
South Africa’s industrial policy action plan, which had been
established to support greater economic diversification
and to reinvigorate the manufacturing sector in particular.
Gigaba said he stood ready to play a “robust facilitation”
role to support the ambition to expand local vehicle
production from 600 000 to 1.2 million units by 2020. To do
this he would seek to walk the difficult line between ensuring
that the SoCs remain commercially sustainable, while also
demanding that their projects, operations and cost were
aligned to the country’s broader socioeconomic objectives.
An Automotive Industry Competitiveness Forum,
comprising top-level officials from the Department of
Public Enterprises (DPE), Eskom and Transnet, as well as
representatives from the automotive companies and technical
executives from Naamsa, had been created to collaborate
jointly on short-, medium- and long-term initiatives to bolster
the overall competitiveness of the sector.
Technical teams were already working on a range of
issues, including port charges, which the domestic automotive
manufacturers had identified as representing an obstacle to
their competitiveness.
The global original equipment manufacturers ran
competitive internal processes to determine where, across
their global production sites, new vehicle models would be
manufactured. Through these processes, it emerged that port
fees, together with other logistical issues, were areas were
South Africa lacked relative competitiveness.
Naamsa president David Powels, who is also MD of
Volkswagen South Africa, said Transnet was currently
undertaking a benchmarking exercise to determine whether
its port charges were out of kilter with competitor jurisdictions
and that he was confident of a positive resolution to the
matter.
In the interim, President Jacob Zuma had announced
a R1 billion port tariff rebate for exporters of manufactured
goods for the 2012/13 financial year.
Powels reported progress on other logistical and
operations problems that had been raised in working groups
with Transnet in recent years and Gigaba promised to use
the new forum to accelerate resolution processes, saying the
immediate focus was on “quick wins” while work proceeded
on the longer-term strategy.
The forum would meet again on December 3 to review
progress.
The Minister also reaffirmed government’s strategy of
seeking to move rail-friendly cargo, such as automobiles from
road to rail, and said government was open to alternative
funding models to ensure that growth and competitivenessenhancing rail investments were made.
A significant portion of Transnet’s R300 billion,
seven-year investment programme would be directed
towards the so-called general freight business, of which
the automotive sector was a key customer.
In fact, the group had set an aspiration of raising the
number of automobiles moved by rail by 338% by 2018/19,
from 148,000 last year to 648,000 units.

Defence industry should lead
manufacturing resurgence – Paramount

T

he local defence industry is on the threshold of a new era
where it will assume greater responsibility in making
South Africa self-reliant in defence production,
Ivor Ichikowitz, Executive Chairman of the Paramount Group,
said at the Africa Aerospace & Defence 2012 exhibition
held at Air Force Base Waterkloof recently.
“South Africa is fast developing into a manufacturing hub
for many of the world’s top companies wanting to leverage the
defence sector’s proven skills in quality and value addition.”
“South Africa’s manufacturing sector has proved its
international competitiveness in the past decade, especially in
the auto industry while companies like the Paramount Group
have been working in defence manufacturing for many years.”
“While the South African manufacturing industry has been
a significant contributor to GDP and has displayed impressive
growth, the sector’s 14.6% contribution to GDP is among the
lowest compared to other emerging economies. Government’s

Manufacturing Competitiveness Enhancement Programme
articulates an aspirational objective to increase this share. A
vibrant domestic defence manufacturing sector can be a vital
peg to help realise this vision.”
“Developing a strong defence manufacturing sector provides
opportunity to create intellectual property, domestic technologies
and capabilities which often have significant civil applications
and moreover provide a platform to tap export markets. Most
importantly it has a potential to create thousands of jobs.”
“South Africa’s emerging role in the global defence sector is
a bellwether that the manufacturing sector is poised for growth
on the back of some market leading innovations in the defence
sector.”
“Paramount Group’s market knowledge has led to the
development of the Marauder Patrol vehicle in response to
the trend it sees over the next decade towards more agile and
flexible light armoured vehicles. The Marauder Patrol includes

The Advanced
High-Performance
Reconnaissance
Light Aircraft
(AHRLAC) is
another illustration
of local
capabilities and
capacity and
signals
South Africa’s
emerging role
in defence
manufacturing

28 METALWORKING NEWS

v 11. 5

November 2012

a bevy of safety and technological innovations. It is protected
to STANAG Level 1 ballistic protection and the levels can be
enhanced without impacting the overall performance of the
vehicle.”
“The Advanced High-Performance Reconnaissance Light
Aircraft (AHRLAC) is another illustration of local capabilities and
capacity and signals South Africa’s emerging role in defence
manufacturing. With AHRLAC, we identified and fielded a
disruptive technology, a first-of-its-kind that once complete will
enable the country to leapfrog decades in innovation.”
The most important trend in South African defence thinking
is a fresh appreciation of the need to develop a local defence
industry. In the past, domestic production tended to focus on
small arms and refurbishing of existing weapons and vehicles.
“Paramount’s own innovation-led growth has been
remarkable. The group today is one of the largest privately held
and fastest growing defence and aerospace companies in the
world.”
“More innovations like the AHRLAC would emerge if the
South African Government increased support for private defence
companies.”
“The strategic advantages of creating a vibrant defence
domestic sector will go a long way in accelerating South Africa
manufacturing capability.”
“There is an enormous potential and huge opportunity for
collaboration and creation of joint ventures in the defence sector
in South Africa. Major global players in the sector are already
eyeing the local market as South Africa is fast emerging as a
centre for engineering and design services.”
“A vibrant and a revitalised industry will not only boost local

production and increase manufacturing jobs but is also critical to
increasing self-reliance.”
Self-reliance in defence is of vital importance not just for
strategic reasons but equally for economic reasons. Today
South Africa needs to create the much-needed jobs for the
growing population of youth coming out of colleges and
universities.
“South Africa cannot afford to offshore its arms acquisition
needs and create jobs in other economies. It needs to create
jobs at home.”
“The defence manufacturing sector can offer the country
a strategic edge and also allow the economy to tap into export
potential of the sector. Already exporting to markets in Africa,
Middle East and South America – NATO countries have also
shown keen interest in Paramount Group’s products.”
“The government’s Industrial Policy Action Plan recognises
the aerospace and defence sector as a critical and pervasive
generator of new technologies and is crucial to future innovation
in South Africa.”
“Procuring from local defence contractors has significant
benefits; from custom-built products catering to unique
needs to profits remaining invested in the country. However,
of much bigger consequence is the fact that if a significant
portion of South Africa’s defence budget is spent on local
procurement, the opportunities for the private sector are
unprecedented.”
“While most African countries do not face clear and present
danger from external threats, growing internal disruptions
such as terrorism and piracy requires governments to enhance
defence capabilities.”


“As one of the biggest private defence contractors in the
world, we have developed the requisite skills for meeting the
need of Governments involved in peacekeeping and maintaining
internal security. We now export these skills saving the export
dollar and further accentuating the job creation potential of the
sector.”
“A great example for this is Turkey. Over the last decade or
so, defence exports from the country have increased by almost
ten times from US$100-million to almost a billion dollars.”
“ICD Research / Strategic Defence Research estimates that
the maintenance, repair and overhaul (MRO) market will grow
at a compound annual rate of 5% from US$4.1 billion to
US$7.1 billion between now and 2022. This would prove to be a
crucial growth area for local players.”
“As financial austerity measures kick in, governments all over
the world would be looking for competitive suppliers. Support
from the government would assist in building new markets and
also creating new revenue streams.”
“Unlike some other partners in the BRICS grouping where
the governments are looking at procuring as much as 70% of the
total defence requirement from local suppliers, the South African
defence sector would benefit from a similar policy.”
“Local procurement will add a layer of independence as
well as help South Africa to be a strategic player in emerging
markets.”
“The cornerstone of private sector enterprise is its ability to
improve efficiencies, a trait that would benefit from increased
spending on research and development coming off government
support of the sector.”
“While defending sovereignties is non-negotiable, we
certainly appreciate that austerity is the new reality. Allowing the
private sector to contribute to enhancing defence capabilities
could be a way forward to balance the needs of the nation and
the books. Home-grown technology shaves both acquisition and
maintenance costs.”
“We have built the knowledge and skills to develop defence
product lines of our own. Our specialist knowledge of land
systems has led Paramount to develop some of the world’s most
ground breaking products. Made in Africa is as an emerging

Paramount Group’s market knowledge has led to the development of
the Marauder Patrol vehicle in response to the trend it sees over the
next decade towards more agile and flexible light armoured vehicles

reality. We believe the next phase of growth for us and the
continent will come from within.”
“There is ample evidence from around the world that the
defence sector should lead a step change in the contribution of
the manufacturing sector to GDP.”

Seeks further expansion in developing countries
Meanwhile the company has said it would continue to
expand its business in the developing world, which had a “huge
requirement” for defence and security products.
Group CEO John Craig said that the company would focus
on developing countries, as North Atlantic Treaty Organisation,
or Nato, countries were well served with their own defence
industries.
“We are actively seeking to serve these markets and in the
next year we see our expansion drive into regional markets,
Latin America, the Middle East and continuing our operations
in Asia.”
Craig explained that the company
would use South Africa as the base from
where it developed its intellectual property.
“It is absolutely our business concept to
partner with international companies, in
particular where local programmes are
large enough that they could economically
warrant transfer of technology,” he said.
Paramount also assisted its
international customers through training
and skills development to understand and
build its products in their own markets,
which further reduced exporting/importing
costs.
The company has introduced an
improved armoured vehicle range,
including the landmine-protected Marauder
and Matador vehicles and the Mbombe
fighting vehicle.
The prototype vehicles were built in
2007 and have been put through a series
of trials in South Africa, as well as extreme
weather trials in Asia, the Middle East and
Africa.
Weighing between 15 tons to 18 tons,
the vehicles can be adapted to a variety
of missions without the requirement for a
The company has introduced an improved armoured vehicle range, including the
major redesign.
landmine-protected Marauder and Matador vehicles and the Mbombe fighting vehicle
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Playing to save the rhino raises
R214 000 for cause
First Cut, Steelrode and Swiss machine supplier Bystronic
combined forces for their inaugural golf day, which was held at
Parkview Golf Club, Gauteng in October.

In second place were Andre Voges
and Gareth Hawkins, both of Gem Tool Company.
They are seen with Graham Joffe and Philipp Burgener

First on the day in the better ball competition were
Clive Smith of RCS Enterprises and Percy Jackson of Laser Sprint.
In the photograph are Warne Rippon of Steelrode,
Clive Smith, Andrew Poole of First Cut, Percy Jackson,
Graeme Joffe and Philipp Burgener of Bystronic

“W

e decided to hold an annual golf day which
would afford us the opportunity to interact
with our customers and partners in a
more social environment. However we wanted it to be
remembered with a difference but with a strong sense of
social conscience. This is why we decided to raise funds
for the Save the Rhino cause,” said Andrew Poole, MD of
First Cut.
“While the standard of golf might not match that
of Ernie, Retief, Charl, Louis and Brandon, the ability
by our players to dig deep into their pockets and
give generously to our chosen charity is way above
par and far exceeded our expectations,” continued
Poole.
“We raised R214 000.00 and I would personally
like to thank all our customers, partners and suppliers
who have contributed so generously to enable us to
reach this figure,” said Warne Rippon, MD of
Steelrode.
The monies raised will be entrusted with well-known
wildlife veterinarian and conservationist Dr William Fowlds
who will distribute them to four Foundations that he is
involved in.
“If we can’t save the rhino from extinction then
what hope do we have of saving the rest,” pleaded
Fowlds.
“Whether we win or lose the battle to save the rhino
will be measured by how much we value this species
and (it will be) a clear indication of our desire to protect
all species in our care,” continued Fowlds.
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Siemens offers CNC training

I

n careful consideration to the needs of the CNC market
requirements, Siemens in South Africa has put together a
very successful and more importantly, an enjoyable Siemens
G-code programming course.
The course duration is one week and participants are
expected to have a good background on programming in
G-code prior to partaking in the course. The SITRAIN training
department of Siemens manage the training on all the Industry
related products that Siemens offer to the industrial market
segment. This includes PLC training, HMI/Scada, VSD training,
Process Instrumentation, Switchgear and CNC training.
Participants that qualify to meet the pre-requisite
requirements are provided with high quality tools and facilities
at Siemens.
The course documentation is of a very good quality
and is built up based on years of experience with CNC. The
documentation has been developed by Siemens head office in
Erlangen Germany.
“We are also able to use our
own very successful software called
SINUTRAIN to simulate the CNC
operators panel and machine control
panel to give the student that real
feeling of working at the machine,”
said Andre Le roux of Siemens
South Africa.

“The course also has a
built in test at the end to help
students confirm aspects that
they did not grasp or need
more focus on. Most students
have a very good feeling and
skill and find the test very
achievable.”
“In the future we would
like to provide training for
other disciplines within the
CNC environment that could
benefit operators, setters and programmers alike. For our
more specialised technical training like “Service & Start-up”
courses, our training offering is located in Erlangen in Germany.
In our view the training we offer now is going to be of a far
bigger benefit to the up and coming work force in a career that
involves CNC Machining. There is a
saying that says if you want to use
something, you must be able to know
how to program it…” concluded
Le Roux.
For further details contact training
co-coordinator Vanessa Bonhomme
on TEL: 011 652 3206 or André le
Roux on TEL: 011 652 3640.
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Machine Tools Africa ends on a successful note
Local and international companies exhibited their products at Electra Mining 2012
and the popular Machine Tools Africa exhibitors showcased their products in Hall 9.

E

lectra Mining Africa is ranked as the second largest mining
show in the world and offers both exhibitors and visitors
the opportunity to make valuable business connections
and a forum for discussing the latest developments,
technologies, trends, products and services in the mining,
construction, industrial and power generation industries.
The show had a remarkable display of new and
emerging technologies that will continue to revolutionise
the manufacturing world. These innovations, coupled with
traditional equipment, offer solutions to all manufacturers
who seek increased productivity and lower cost.
"Sold" signs on machines could be seen throughout the show.
The metalworking related exhibitors that took part in this
year’s exhibition included:
Amada, ATI Systems, Automotive & General, Aztech

Malcolm Moriarty of Retecon Machine
Tools with Andy Overton of Ficep

Design & Man Tech, CML Machine Tools, Craft Machine Tools,
Cutts Machine Tools, DS Bearings, Duncan Macdonald,
Durma SA, Edwin Roth, Engen, Escape Gauges, F & H Machine
Tools, First Cut, Flexilube, French Engineering Works, G B
Machine Tool Services, GSK CNC, Haas Factory Outlet,
Harp Machine Tools, Heli Engineering, Hi-Tech Machine Tools,
Hurco South Africa, Iscar, M-Tool, Machine Tool Promotions,
Mafema Sales Services, Magnum, Marking Engineering,
Micron Technologies, P B S Machine Tools, Pilot Tools, Redman
Engineering Supplies, Reichmans Capital, Retecon Machine
Tools, Samsung Machine Tools, Stillam, TaeguTec South Africa,
Talmac, Toolquip & Allied, Tox Pressotechnik, Traceability
Solutions, Victor Fortune, WD Hearn Machine Tools and
Walker Machine Tools.
A selection of exhibitors and visitors are shown.

Yukihito Kikuchi and Toshio Takagi,
both of Amada Co. Japan with Rick Ferreira
of Amada South Africa

Frank Ramirez of Haas Automation
with Johan Pieterse of Haas Factory Outlet
South Africa

Timmy Pospischil of Heidenhain Germany
with Theo Mapheto, Petunia Mafema, Tumelo Morale
and Lucias Mafema, all of Mafema Sales

Vanette van Aswegen, Vaughn Hanwith-Horden, Graham Holham,
all of F & H Machine Tools, Thomas Wenzlow of Okuma Europe
and Jukka Hakala of CoastOne Oy

Lee Williams, France Gueit, Grant Fourie and
Colin Morrison, all of Pilot Tools

Math Robinson, Christo Moolman, Roxanne Chase,
Kobus Snyman and Peter Guy, all of Hurco South Africa
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Dereck Marriott of Marriot Machine Tools
with Danny Thompson of Craft Machine Tools

Tielman Burger of Everest Steel
with Sumit Kapur of Reliance Foundries

Gavin Adams and Hans Rossouw,
both of Iscar

Hans Peter Neth of
Retecon Machine Tools

Philip Thompson and Anton Zackey,
both of Craft Machine Tools

Johnny Barecchia
of GB Machine Tools

Alan Meredith and Mario Ostaccini,
both of Victor Fortune

Jan Görtzen and Francois Swanepoel,
both of Marking Engineering

Robbert Van Rijssen and Byron Gueffroy,
both of Durma SA

Vincent Wills, Calvin Labuschagne, Ryan Scott
and Bryn Labuschagne, all of Stillam

Steve Turner and Maurice Lockwood
both of Toolquip & Allied with Mike Russell
of French Engineering Works (centre)
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Carlos Figueiredo, Louis Struwig, Conrad Laubscher,
all of Samsung Machine tools, Carlos Bae of SMEC, Emmel Kambouris
and Bryne Ferguson, both of Samsung Machine Tools

Bertrand van der Berg and Danie Delport,
both of Toolquip & Allied
with Nick Penfold of Renishaw

November 2012

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

Adrian Welton of Starrett with George Mills
of WD Hearn Cape Town

Heath Redman with his brother Shane Redman
of Redman Engineering Supplies

Chris Potgieter, Pierre Goosen, Nathan Govender,
Tommie Bezuidenhout, Derick Manser, Ben Burger, Bryan Kirby-Smith,
Willem Oberholzer and Martin Krugell, all from Taegu Tec

Bob Stacey and John Wootton,
both of Technical & General Distribution

Theo Geel, Irene von Knoblauch, Trudie Joffe, Dianne Biffi,
Keith Lesar, Dick Groeneveld, Paul Linaker, Mark Whittington
and L.N. Strauss, all from Flexilube


Electra Mining Africa is ranked as the second largest mining show in the world
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Shane Jones of ABB with Arthur Carolin
of World Power Products

Dave Phillips of PCD Supplies

Alroy Savides of PBS Machine Tools, Bruce Wu of Tong-Tai Topper,
Paul Savides and Cheryll Cocking, both of PBS Machine Tools,
Bill Shields of PartMaker, Louis Scholtz of PBS Machine Tools,
Arthur Teng of Tong-Tai Topper and Stephen Phipps of PBS Machine Tools

Shaun Bester and Andre Coetzee,
both of Hi-Tech Elements

Bart Pieterse and Richard Gladwin of Machine Tool Promotions,
Serdar Yazgan of Akyapak, Carl Barkhuizen Machine Tool Promotions
and Hakan Ceki of Ermaksan

Brett Kessel and Chris Couve,
both of Reichmans Capital

Steve van den Berg of Interbase Conveyor Systems
with Chris Harper of Harper Machine Tools

George Swanepoel of Aerosud
with Jim Plester

Lance Deysel of PDC with Jim Small
of Escape Gauges

Sandra Hürlimann with her father Werner,
both of WH Machine Tools

Quinton Janse Van Rensburg, Justin Theunissen
and Hannes Pretorius, all of Mecad Systems

Kyle Parker, Lauren Morrison, Fiona Parker and Giancarlo Arveda,
all of Traceability Solutions
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Marco Maiocchi of Euromac, Tim Rossam of CML, John Clay of KWE
Sheetmetal, Luis Torres of CML and Roberto Leoni of Heli Engineering

Laszlo Locsei and Ron Brown, both of Toolquip & Allied
with Steve Marsland of Exact Tools in the centre

Marco Comin of Gasparini, Roberto Gonzato of Omera,
Alvise Crozzolin of Gasparini, Veronica Just of Millutensil and
Andrea Battaglia of Mecome. Seated are Sandy Balancon and
Francesco Tallarico, both of Talmac with Emanuele Grassi of Rolleri

The show had a
remarkable display of new
and emerging technologies
that will continue to
revolutionise the
manufacturing world

Yaskawa Motoman exhibited one of their robots
on the Servo Systems stand
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Wesley Danielis of MTool, Dale & Ricky
Lazenby, both of MJH Machine Tools

Carmen van Tonder and Tony Beverley of
TBA Tools with Les Porter of EDM Shop

Paul Hammerton of Easson Vertex
with Frank and Seamus Thompson of Harp

Dave Cameron, Eddie Gherbauaz and
Mike Russell, all of French Engineering Works

Tony Ciamato of Efficent Engineering, Federico
Bonfogo of Faccin and Paul Dreyer of Lasercraft

Michael Hensel of Blaser Swisslube with
Alfons Mauchle of Micron Precision Tools

Jeno Serestely, Attila Gencsi and
Tom Baldree, all of ETES

Louis Kruger, Henri Zermatten and
Graham Denholm, all of Manrepco

Graham and Colin Kirby-Smith, both of
Secant with Dudley Meredith of Victor Fortune

Graeme Cooper, Mike Griffiths, both of WD Hearn,
Rachel Shi of Leadwell, Bob Hamilton of Hamilton Machine Tools
and Ray Cooper of WD Hearn

Tim Gilbert, Wesley Williams, Nicky Smit, Rob Wyche,
Alberto van Zyl and Johann Nel, all of Edwin Roth

Brian Percival of Bell Equipment, Corrie Danielis Anthony Lezar, Konstantin, Mike Lee and Hayden
of MTool, Mike Clayton of Mesh Gear and
Johnson, all of Puma Machine Tools with
Myles Crosthwaite of WD Hearn Durban
Darren Wilkins of Citizen Machinery, seated centre
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Pierre Thompson of Knuth SA,
Klaus Krastel of IPG, Ludwig Oellermann
and Clara Arevalo Fritz, both of Knuth SA

shopfront

focus

Looking after your visual communication

W

hat would you do if you looked
out in your shop’s parking lot
and saw a 2008 Lamborghini
Gallardo pull up? What would you do
if the owner of said sports car walked
in and asked you for advice on how to
make it stand out even more? What
would you do, suggest a paint job or opt
for a wrap?
In today's highly competitive market
your brand identity is critical to your
business. Your brand consists of four
equally important elements: Customers,
product/service, employees and
shareholders. No brand can succeed if
it does not take care of all four of these
elements. Your brand is what makes you
stand out from the rest. It is the desire
for your consumer to wear your logo
(literally or figuratively) with pride. Your
brand is your identity.
The way you portray your brand is
The new Amada's FOM2 3015 NT RI laser comes with a
an all-important aspect of your company
rotary index for laser cutting of tube and pipe
being successful. This extends from
and includes your letterhead, website,
products and/or service offered,
facility. The image that you reveal will let your customers know
promotional items, to name a few.
whether you are a professional, organised business, or does
However it is the visual aspect of promoting your product
the run-down appearance indicate that your business is a
or service, the features of the brand that pay the bills at the
lackluster entity?
end of the month, that will give the fuzzy and warm feeling to
Taking care of these promotional signage and display
your customer and/or the consumer.
needs is Longmeadow Estate, Gauteng based business,
This communication includes advertising, in its many
Identity Signs.
forms, that infiltrates our lives every day. Some forms are more
Identity has emerged to become a leader in the
powerful than others but they are equally important because
manufacture of a wide range of engineered signage products
they create the first impression.
and services.
One such form of advertising is signage, whether it is
The company is made up of a multi-disciplinary team of
outdoor billboards, point-of-sale displays, LED signs, building
highly skilled, talented individuals who take ownership of their
wraps, exterior facades, pylons, cladding or the signage that
respective responsibilities under the guidance of the Managing
identifies your corporate offices, retail outlet or production
Director Anton van den Heever.
“Identity is unique in that
it is the only signage company
in South Africa offering a
total solution under one roof,
combining all the facets of
digital print, from poster through
to large five meter wide digital
format, as well as short and
long term applications, including
rigid or flexible substrates be
they flat or vacuum formed,
through to engineered
structures, pylons, light boxes
(conventional as well as ultra
thin, fixed or interchangeable
faces), neon, LED, fabricated
letters and vacuum formed
signage,” explained van den
Heever.
“We design, install
These days exotic metals are used
An example of Identity’s work
and commission all of the
in signage regularly
for blue chip clients
components we manufacture
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from ground level installations to specialised high rise gantry
work. These installations are conducted throughout Africa
and include countries as far a field as Nigeria and Ghana, as
well as the UK, Europe, Australia and some Middle Eastern
countries. Today exports make up roughly 40 percent of
our business. In co-operation we also offer an international
logistics freight forwarding and clearing solution,” continued
van den Heever.
Change of emphasis
“In the last year the company has moved away from being
a signage manufacturing company with design capabilities to
one that is rather viewed as an engineering design company
with an accent on manufacturing signage solutions.”
“In today’s fast moving world the emphasis has been
placed on companies like ours to produce modern, functional
signage with a quality aesthetic look, using modern materials.”
“We still do not have to meet tolerances required in
safety critical components but, as most of the products that
we manufacture for clients are generally visible 24 hours a
day, the health and safety of the public is a pre-requisite.
We provide the appropriate health and safety permits where
required, as well as engineers certification, thus giving your
brand the exposure it deserves.”
“The bigger challenge for us is to respond quickly to
growing market demand for innovative products while still
taking into account consistency, quality and delivery. By
bringing experienced people on board from the advertising,
communication and print industry, we now offer a one-stop
signage print and manufacturing solution.”

Managing Director Anton van den Heever

“Each project undergoes a needs analysis and preliminary
site inspection before the design process is commenced.
Staffed by qualified industrial and graphic designers and using
the most up-to-date computer aided design software such as
Solidworks, AutoCAD, Corel Draw, Photoshop and Illustrator,
our design department will translate your branded identity
into 3-D form ensuring your identity is brought to life on
budget with the appropriate engineered tolerances and using
materials suitably selected for the relevant application.”
“Your corporate identity is one of the strongest
mechanisms you have to attract clients to your business.
Chances are you’ve spent a fortune developing your brand,
product and or service and have made a substantial
investment in advertising and other promotional items.
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Display units being fabricated

Lighting plays a big part in the design of signage

But keeping your brand fresh in the minds of your customers
takes work and, like your corporate identity, corporate identity
assets such as signage and promotional displays need to
treated with the same passion.”

display graphics, stand-alone rigid signage, 3D impact logos,
and channel letters.
With the addition of the 3000 series router to its
equipment line up, Identity can now produce a wide array
of signs and displays completely in-house. This ability gives
the company the advantage of being able to focus on quality
control from job start to finish.
Another important addition to the equipment line up
was a Belovac vacuum forming machine with a bed size of
2 x 4 metres. “Vacuum forming is where a flat sheet of
extruded plastic is heated until pliable. It is then allowed to
shape by applying a vacuum. Once the forming has been
cooled and hardened once again, you are then able to trim the
part to the desired profile.”
“Moulds or tooling, that are used in the forming process,
are manufactured in our pattern and die shop. The machine
offers a simplistic approach to vacuum forming but adds an
important dimension to the variety that we can offer.”
“The limitations of vacuum forming are that undercuts are
not normally possible and a degree of taper on any vertical
face is usually warranted. However we have also invested
in a 5-axis CNC robot that can perform routing, cutting and
trimming functions.”

Investment in technology
On the manufacturing side Identity has always invested
heavily in the equipment that takes care of large and small
format digital printing, litho printing, web printing and screen
printing needed. By its own admission it has not kept pace
in the metal and forming aspect. That is until just over a year
ago.
“Display products such as we manufacture generally
require the use of metals including steel, aluminium and
stainless steel, plastics, a variety of acrylic plastics and wood
in some instances. In most cases you require a combination
of materials with the printing materials and lighting adding the
finishing touches,” explained van den Heever.
“Although we had some cutting and forming equipment we
still had to rely on outsourcing. With our decision to become
the only company in Africa in our field offering a concept to
end product service, it required us to invest in the equipment
needed to achieve this goal,” said van den Heever.
“Just over a year ago we installed a Multicam CNC 3000
Series router. This versatile and heavy-duty router enables us
to precision cut typical signage and display materials such as
plastic as well as many types of metal and wood.”
The CNC router, with a bed size of 8 x 2 metres and which
is one of the largest to be installed in Africa, has the ability to
cut standard to very complex 2D and 3D shapes. Applications
include the cutting of aluminium and Plexiglas to mount

With the addition of the Multicam 3000 series router
to its equipment line up, Identity can now produce a wide array
of signs and displays completely in-house
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New equipment for metal cutting and forming
Still not satisfied with the dependency on outsourcing
Identity has also spent over R10 million on new equipment
in this department. Now sitting proudly on the shopfloor is
an Amada FOM2 3015 NT RI laser cutting system with rotary
index and an Amada HD 1303 NT press brake.
Laser cutting system with rotary index
Amada's FOM2 3015 NT RI is engineered to include an
innovative rotary index with the power and speed to efficiently
cut mid-to-thick materials. As an integrated unit, the rotary
index allows the cutting head to be positioned near the
chuck thereby minimizing the dead zone. The innovative
design expands fabricators' process range capabilities to cut
round, square, rectangle, C-channel, and angle iron, providing
versatility and ease of use.
At the heart of the FOM2 is the Amada/Fanuc RF excited
resonator. This fast axial laser was designed to produce
optimum edge quality by improving the overall shape and
stability of the laser beam. In addition to superior edge
quality, the FOM2 delivers faster cutting speeds than previous
generations of lasers.
The FOM2 NT laser represents the third generation of
Amada’s proven FO series, introduced in 1999. The FOM2
combines features available on the FO series of lasers as
well as some of the leading-edge technology available on

Box components that have been fabricated on the
new Amada HD 1303 NT press brake

Amada’s F1 linear drive systems. Equipped with a solid-cast
frame, water-assisted cutting and a precision motion system,
the FOM2 boasts new features such as an automatic nozzle
changer, cut-process monitoring and auto-pierce detection.
Rotary index ensures precise laser cutting of tube and pipe
Amada has expanded on the performance of its FOM2
laser-cutting system by adding an innovative rotary index,
located on one of three interchangeable shuttle pallets.
Fabricators can use the rotary index to switch from flat-sheet
cutting to tube or pipe cutting. The rotary system can handle
materials to a hefty 200 kilograms. Additional productivity can
be achieved by using Amada’s Dr. Abe tube-cutting software,

Another example of outdoor signage

which includes preprogrammed shapes and configurations.
The rotary index is an integrated unit, allowing the cutting
head to be positioned near the controllable pneumatic chuck
and thereby minimising the dead zone. Bowed pipe or tubing
can be cut without vibration while maintaining accuracy from
end to end, and without using fixtures or collets.
Amada HD 1303 NT press brake
The Amada HD 1303 NT press brake is a down stroke
press brake that features a unique hybraulic-controled "Hybrid
Drive System" powered by highly responsive AC servomotors
and the active hybrid crowning system. The hybrid drive system
is engineered for low energy consumption and requires less 
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companies that require this type of work. In essence we will be
able to offer a jobbing shop service.”

Identity has two fully automated channel letter fabrication
machines that lay out and automatically bends channel letters.
Material is supplied by coil, which is imported.
All metal materials used by Identity are imported

hydraulic fluid than conventional machines.
The HD 1303 NT has a capacity of 130 tons and a
maximum bend length of 3 100 mm.
Outside fabrication work
"It might seem to the outsider that this is a bit of overkill
in equipment in our type of business because we are not a
production shop or service centre but our designers are loving
the flexibility it gives them with the investment in these new
machines," van den Heever added. "It allows us to provide our

ECCE International membership
“ECCE International was formed by likeminded signage
and display manufacturing companies in the UK and France
in recognition of the solutions that multi-national companies
were looking for when trying to manage a signage programme
across Europe - the need to ensure a consistent quality of
product, adherence to design parameters, and the smooth
management of a programme, with the minimum of resource
from the client,” explained van den Heever.
“This has now been extended worldwide and ECCE now
operates in over 70 countries and across a span of market
sectors, including automotive, petroleum, retail, finance,
corporate, food and hospitality.”
“We are proud to announce that we are the only member
in Africa of this Group. The opportunities and openings are
enormous and only enhances our relationships with our
existing blue chip international clients such as Volvo, Hyundai,
Fiat, Chrysler, UD Trucks and KFC.”
International sports link
“We have also formed a relationship with international
sports branding company Icon. This has led to the company
manufacturing a number of products that were used at the
2010 World Cup in South Africa and the London Olympics that
have just finished. This relationship has been so successful
that we have opened up a fabrication shop just outside
London.”
Future
“I believe that we have most of the ‘toys’ that make us
one of the most sophisticated and modern fabricators and
manufacturers in South Africa. This can only boost our position
in the market place and open up new opportunities in markets
such as the retail environment. The scope for innovative and
creative design in point-of-sale displays can create a new
era in the company.”
Identity is housed under 7 000 m² and employs 200 staff.
For further details contact Identity Signs on
TEL: 011 608 3700

The company has also invested in a
5-axis CNC robot that can perform
routing, cutting and trimming functions

clients with a lot more types of display
and sign solutions, so we can truly be
a one-stop shop for all their needs."
“More importantly it now gives us
the ability to produce virtually every
component of a project completely
in-house. This means we have total
control over the quality of the finished
product and we can provide a quicker
turn-around to our clients."
“The investment has significantly
increased our business in a number
of areas due largely to the increased
productivity and accuracy. However
we are now able to offer a service of
laser cutting and bending to other
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Training for the 'real world' will provide
unique opportunities – Denel Technical Academy
introduces CNC training
The investment in machinery encompassing 5-axis milling, turning with live
tooling, 5-axis wire cutting, spark eroding, 3D metrology as well as CAD/CAM
programming and machining using SolidWorks and MasterCAM with hands-on
training every step of the way is part of Denel Technical Academy’s mission to
boost training internally and to provide training for private students.

S

OE Denel’s key role is to supply strategic defence
capabilities and technology to the South African National
Defence Force (SANDF) on a commercially viable basis,
to act as a catalyst for advanced manufacturing in the broader
economy, and to export products to improve revenue. Denel’s
products and services, offered to the SANDF and the United
Nations - and promoted in over 50 countries - were
humanitarian de-mining services and products, maintenance
repair and overhaul (MRO), technical training, munitions and
sub components, mine protected vehicles, missiles, command
and control, and land based systems (artillery, infantry and
armour systems). Other services included engineering
services, Aerostructures and unmanned aerial vehicles (UAVs).
However, Denel’s Technical Academy (DTA), based at the
Denel campus in Kempton Park, Gauteng, has been involved in
aviation and engineering training since 1965 as part of Atlas
Aircraft Corporation.
The centre provides training mostly for aircraft mechanics,
where provision is made to develop the individual to a level
where a license from the South African Civil Aviation
Authority (SA-CAA) can be issued. Other groups such as

operators, engineers, aviation managers, apprentices, office
staff, store staff and many more are trained. The DTA offers
thirty seven (37) courses approved by the local CAA and fifty
(50) various advanced aviation courses accredited by the
Aerospace Chamber reporting to the Transport Education
and Training Authority. Human Factors is the latest compulsory
subject required that is on offer. DTA can also negotiate to
develop courses on request in aviation.
Denel says it is currently responsible for the majority of
new aircraft mechanics and technicians entering the job
market every year. Training covers the entire spectrum of
aircraft maintenance including mechanical work, electronics,
avionics and sheet metal pressing.
Private training
During the early 1990's there was a need to open up the
DTA to provide training for private students. As a result of the
diversification, non-aviation related trades were introduced.
Since then the DTA has trained students from many different
countries in Africa and implemented non-aviation trades such
as the machine tool millwright, fitter and turner, toolmaker and
jig maker, turner and machinist and more
recently welder.

No training centre would be complete without students being able to measure their
machined components for accuracy. The DTA have taken care of this aspect by purchasing
a Baty Venture AB3-V measuring system, which arrived at the same time as the new
machines. This model features Baty’s powerful Fusion software with full 3D functionality.
The measured part can be dimensioned in all three projections showing true 3D results.
The Baty was supplied by Toolquip & Allied
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Introduction of CNC training
The senior training practitioners at the
DTA understand that there is more than just
the conventional way of teaching a student
in the classroom. Real machine shop
experience is necessary to train students for
a successful future and that includes having
credentials before becoming employed at a
machine shop.
Up until now practical training within
the ‘machine shop’ environment has always
been carried out on conventional lathes,
mills, cylindrical and surface grinding
machines. The rudimentary training
opportunities to prospective apprentices
served its purpose to qualify them to become
basic artisans after a 35 week course.
However, the senior staff always recognised
that the DTA was lacking because
it did not offer a full compliment of
practical CNC training.
This has now been rectified with the
introduction of a Hurco VMX 30U 5-axis
machining centre, a Hurco TMM 8 CNC

The Chmer CM 434 C
spark eroder supplied by
Extreme Machines

The Sodick V2 300L wire
EDM that was supplied by Edwin Roth
Pty Ltd

turning centre with live tooling, a Sodick V2 300L wire EDM and
a Chmer CM 434 C spark eroder.
“We are overwhelmed with what we now have at our
disposal after many months of negotiation with management,”
said senior training practitioner Neels Opperman.
“The machines have only been on the floor for a couple of
months and we have yet to implement the training courses that
we have planned,” he continued. “These will only start in 2013.
But we are excited that we now have the equipment necessary
for hands-on machinist skills training to prepare both internal
and external students, for their credentials.”

Before the latest investments the
only form of CNC equipment that the
DTA had was a Haas SL 20 lathe

“We chose the Hurco VMX 30U 5-axis machining centre
because of its 5-axis facility. Today it is crucial that students
are trained to use 5-axis skills because more and more of the
machining equipment offered in the market has 5-axis
capabilities. In the past it has always been a focus on 3-axis
but times have changed.”
“Likewise with the Hurco turning centre, the Sodick wire
EDM and the Chmer spark eroder we have some of the most
modern equipment available to train on.”
“It is a costly but necessary investment in an industry
that demands the highest standards of craftsmanship
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The Hurco VMX 30U 5-axis machining centre supplied by Hurco
South Africa

and technical expertise and where there is a distinct lack of
facilities such as the DTA.”
Training the trainers
DTA courses are accredited by various training authorities to
offer training, in accordance with the Competency Based Modular
Training system, to ensure that apprentices are adequately
trained both practically and theoretically to allow them to continue
their experiential training to qualify them to become artisans.
Although Opperman and colleagues Gustav Hoffmann and
Quinton Humphreys have many years of training and practical
experience between them, the decision to offer CNC training
meant that they had to be trained themselves.
“In today’s environment you need recognised qualified
moderators and assessors to be able to issue formal
credentials. So over the last year we have been bringing
ourselves up to speed and completing all the necessary
courses,” explained Opperman.
“In time we will train our own trainers, as and when the
demand requires us to do so.”
Opperman, a toolmaker, has been with Denel for 18 years,
17 of these as an instructor. Hoffmann completed
his apprenticeship as an electrician at Denel in
1979 and has been an instructor in the DTA since
1994. Humphreys started with Denel in 1998 and
qualified as a fitter and turner in 2000. He has been
with the DTA since 2001.
Software training
“We also took the decision to offer CAD/CAM

Senior training practitioners (back row) Neels Opperman
and Quinton Humphreys with Gustav Hoffmann front left.
On the right front is the manager of the DTA Derrick Smit
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The Hurco TMM 8 CNC turning centre with live tooling

programming and machining courses and here we have
purchased SolidWorks and MasterCAM packages. It has meant
that the three of us have had to be trained to use the software
and we are currently going through the process.”
“A student without the basic skills sets in the use of the
advanced software available today will be at a disadvantage in
future.”
Curriculum
The curriculum introduces students to machining processes,
safe operation, quality control, CNC machinery, blueprint
reading, metrology, inspection, CAM, basic machine operations
and leadership skills are all taught under one roof.
“We are making sure that we are providing the best
curriculum we can for our students.”
Eligible students will need a minimum of Grade 10 (N1) with
mathematics and science, and be able communicate fluently in
English.
Quality control
No training centre would be complete without students
being able to measure
their machined
components for
accuracy. The DTA
have taken care of this
aspect by purchasing
a Baty Venture AB3-V
measuring system,
which arrived at the
same time as the new
machines. This model
features Baty’s
powerful Fusion
software with full
Students getting accustomed with
3D functionality. The
a universal teach lathe
measured part can
be dimensioned in all
three projections showing true 3D results.
“The students will be responsible for measuring their own
components. This eliminates any form of discrimination as well
as adding another skill to their résumé,” explained Opperman.
Touch probe
The Hurco machines come with the popular Renishaw
Touch probe option, which helps to solve complex 3D
measurement applications. Fusion allows the use of both
touch probe and camera measurements in the same
inspection so that features that are out of the camera’s

Some of the 25 conventional lathes

view can be measured without re-positioning the part.
Not just a classroom
Although the primary function of the facility will be to offer
students hands-on training and theory and leave as qualified
machine tool millwrights, fitters and turners, toolmakers and
jig makers, turners and machinists, it is also the intention of
management to offer the facility to be made use of by local
companies.
“We are hoping to build a direct business and industry
linkage so that the facility’s students can do contractual jobs
for private companies. This will include all the different kinds of
components that are machined for the manufacturing industry.

Conventional universal milling machines used for training

Ultimately this will build the students’ résumés as they are going
to school,” explained Opperman.
“This is over and above the short courses that we will be
offering to private companies, courses such as set-up
procedures, tool setting, programming and the like.”
“For example we currently have 75 students that, through
the NTIP initiative, are being trained in basic skills on the
conventional lathes, mills and grinders.”
“It is our intention to be recognised as Africa's premier
world class training provider for the metalworking industry
in accordance with national and international standards.”
For further details contact the Denel Training Academy on
TEL: 011 927 2811 or visit www.deneitraining.com
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Cutting
gear challenges
down to size

F

or many gear manufacturers, productivity is measured by
the volume of parts cranked out in an hour or day, and
keeping costs down for customers means chipping away
at setup and machining times while maintaining tolerances.
On the other side of the coin, there are shops filling small
orders for large-diameter, high quality gears, which often take
days or weeks to machine and cost thousands of Rands. For
the shops, keeping the cost down for the customer and
maintaining profitability is a greater challenge, but with the
help of high-tech equipment, even those in high-tolerance,
big-gear production can turn a good profit.
Such was the case for Graft Gear Specialists, a company
based in Westmead, KwaZulu Natal that produces spur gears
with a 2 500mm diameter. To stay competitive and profitable,
Gear Graft Specialists invested in a Jyoti Huron EX-P 1680,
5-axis CNC travelling column vertical machining centre that is

The Jyoti Huron 5-axis CNC vertical machining centre
purchased by Graft Gear Specialists to manufacture the
hardened and hard machined spiral bevel gears.
The machine was supplied by EDM Shop
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A spiral bevel gear

many times more productive than the existing equipment the
company has.
Graft Gear Specialists was founded in 1974 and it is a
family-run business with Pieter Budde and his son Trevor at
the helm. Relatively small, the company employs 14 staff
members but the experience on the shopfloor adds up to over
100 years.
“The core of our business is the manufacture of industrial
gears for all types of industrial machinery. We supply gears
to the mining, chemical, materials handling, rubber, plastics,
metallurgical, steel, water, shipbuilding, cement, wind power,
paper, sugar and shipping industry,” said Pieter.
“Amongst our client list are the Sappi Group,
the Mondi Group, Apollo Tyres, BHP Billiton, Hulamin,
GUD Holdings, Aberdare Cables and Defy.”
“Our gear range includes:
• Spur gears max 2500mm in diameter, face width
of 360mm and 25 module pitch
• Helical and double helical max 1500mm in diameter,
face width of 280mm and 25 module pitch
• Worm wheels within a centre distance range of 40
to 1500mm and worm shafts up to 200mm diameter
• Bevel gears maximum of 10 module and a pitch
cone radius of 280mm
• Spiral Bevel gears up to a 300mm pitch cone radius
• Sprockets from 3/8 to 3 inch pitch.”
“Although we are known as the gear specialists we are
not limited to this type of work. We also have purpose
manufactured industrial gearboxes, carry out repair work
on gearboxes, do general machining and light engineering
work, and with our Accutex AU 500 AI we are able to offer
wire cutting facilities.”
“We specifically purchased the Jyoti Huron 5-axis CNC mill
to manufacture the hardened and hard machined spiral bevel
gears.”
“Appreciating the significance of machining spiral bevel
gears requires some understanding of the way spiral bevel
gears are typically designed and manufactured.”
“To begin with, the contact pattern, or the areas of the
tooth surfaces that come into contact as the gear teeth
engage and disengage during their rotation, is critical to the
performance and operating life of the gear set. If the contact
pattern is too small, the gear may not be able to withstand
the forces transmitted when the gear set is operating
under load.”
“If the pattern is not contained completely within the
perimeter of the gear tooth — if it runs off the tip or into the
heel of the tooth — the result can be premature failure.
To complicate matters, the gears, bearings and other
components of the gearbox move as they react to the
transmitted loads, temperatures, and other operating
conditions, resulting in changes in the gear tooth contact

A range of gears that the company has manufactured

pattern that must be identified and provided for. An ideal
tooth contact pattern under load should encompass the bulk
of the tooth surface yet avoid any contact with the edges.”
“Although we say that the Jyoti Huron is a 5-axis machine
it really is more than that because we added another axis for
shaft machining. This is in the form of a 400mm diameter,
direct drive torque motor, rotary table, which together a with a
heavy duty tailstock and a 28 kilowatt 14 000 rpm spindle
really packs a punch and is more than adequate for our
current needs.”
“The control is a Siemens 840 D and we have also
purchased the custom designed
software from EDM
Shop, who also
supplied
the machine,
to design
the spiral
bevel gears.”
“In
addition we
have been the
agents for
German
manufacturer
Jahnel-Kestermann,
an innovative company in
the development and
production of gear units for all industrial applications,
since 2002.”
“The company has all the other
equipment associated with gear
manufacture and we are an
ISO 9001 accredited
company.”
"If we can't
deliver one
of our gears
on time,
this
ultimately
could mean
that an entire
paper mill
is impacted for example, costing our customer millions.
So we pride ourselves on our delivery and service,"
conclude Pieter.
For further details contact Graft Gear Specialists on
TEL: 031 700 3437

Same building,
different people, new business
New job shop on the growth path.

N

u-Co Design & Manufacturers stands
out even more than other fabrication
shops in an industry where one metal
fabricating shop is rarely an exact copy of
another. The company has only been in
business just over a year, having started up
when brothers Neil and Phillip Rutenberg
and partners Bertie Fourie and John Henning
purchased the fabrication assets from a
liquidation.
Principle member Neil had been in the
corporate transport industry for most of his
life and as he said he needed something to
‘keep him busy’ with an eye on an investment
opportunity, after he sold his previous
company.
“Moving into the fabrication industry was
a dramatic career change for me, as it was
for Phillip. We had no experience at all but
we had the confidence that if we employed
the right people we could be successful. We
also had a few ideas of developing our own
products that would entail fabrication and the
best way to do that is own your own company,”
commented Neil.
Neil has learned that, at least fundamentally, managing a
fabrication company wasn’t all that different from managing
a transport company. Both involved determining how long
projects would take to execute with the available resources
and then make a profit. Metal fabrication just added material
to the mix.
“Fortunately we did not have to start from scratch with a
huge capital outlay for equipment. The assets we purchased
included a guillotine, a couple of cropping machines, a
250 ton press brake, a plate roller, a couple of lathes

Nu-Co have fabricated 18 ton bodies for slurry pumps used in the
mining industry in three weeks. The plate is 6 mm thick and
seven sections are welded together. Assembly takes place on site
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Brothers Neil and Phillip Rutenberg

and milling machines, a radial arm drilling machine, four
bandsaws, CO2 and arc welding machines, and some
shotblasting and spray painting equipment. This equipment is
complimented with five overhead cranes.”
“The world still needs quality metal fabricated
components, fast, on-time and at a good price. It’s a
tried-and-true mission, one that, at least from a financial
perspective, made the business launch somewhat
straightforward, applying corporate type thinking into a small
business.”
“Up until now the majority of projects that we have

The height of the body used for slurry pumps is nine metres
and the top diametre is 6 500 mm

The new Durma PL 30120 plasma cutter, with a 12 x 3 metre bed.
The machine was supplied by Durma SA

completed involved medium to heavy fabrication work. Our
lifting capacity in the 2 500 m² factory floor area is 20 tons
so we are limited to this size but we do have a capacity of
about 300 tons a month which consists of a mix between
heavy and medium sheet, pipe, structural and plate work.”
“Most of our clients are in the mining industry where we
have supplied sumps, vibrating pan feeders, screens and
feedboxes but we are not limited to this industry. For instance
we have completed structural steel work for the commercial
building industry, which was exported to the Cameroon as
well as the mining industry.”

Examples of plate that have been cut
on the new Durma plasma cutter

New equipment
“We have recently invested in one item of equipment,
which arrived on the floor four months ago. It was a
necessary investment because we had to rely too much on
outside companies for sheet and plate cutting to size.
Now that we have the Durma PL 30120 plasma cutter,
with a 12 x 3 metre bed, we are able to control our
production flow more professionally and timeously.”
“The Durma has a Siemens motion control system and a
Hypertherm supply source and can cut a wide range of mild
steel (65 mm), stainless steel (50 mm) and aluminium.”
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A fabricated section in the shot blasting area

“An added feature included a Siemens drilling head,
which is programmable for drilling various diameter holes,
is a six station machining head.”
“With this installation we can now compete for more
complete project applications as well as offering capacity
to outside engineering companies. We are not looking to
become a service centre but while we have the capacity we
will engage clients that are looking for general plate and
sheet cutting.”

Nu-Co is manufacturing it’s own vibrating pan feeders

Most machines on the market last less than a year which
makes it a big expense.”
“We have designed and built one that, after undergoing
finite element analysis tests, can last up to 16 months
depending on the application. The pan feeder has different
dimensions and can process up to 500 tons an hour.”
“We launched it at the recent Electra Mining exhibition
and have had very favourable responses. Although the feeder
is in its early stages the prototype is performing extremely

“The world still needs quality metal fabricated components, fast, on-time
and at a good price. It’s a tried-and-true mission, one that, at least
from a financial perspective, made the business launch somewhat
straightforward, applying corporate type thinking into a small business.”
Vibrating pan feeder
“With our involvement in the mining industry we have
realised that there is a need for vibrating pan feeders that will
last the distance. This equipment can almost be regarded as
a consumable in the mining and quarry industries.

well and we are looking to sell about five a month.”

Mobile cellphone masts
“Another product of ours that we have developed is a
mobile cellphone mast that can extend up to 30m metres.
The application is for the
4G market which has not
arrived in South Africa yet but
is operating in a number of
African countries already.”
“The masts, or towers as
they are referred to sometimes,
are made of galvanised mild
steel. Besides being mobile
the other unique feature
about them is that you can
climb them easily. This might
sound strange but not
many of these types of masts
in the market place have
this feature.”
“The company is
relatively young and so
are we - both in our early
fifties – but we believe that
we have a bright future.
We have had a radical career
change and we have learnt
fast.”
Another product manufactured by the company
For further details
is mobile cellphone masts
TEL: 082 441 3060
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Digital photonic production
is more than welding and cutting
Breakthrough for series production by the EMO Hannover 2013

“T

he age of digital photonic production has dawned,”
says a gratified Prof. Reinhart Poprawe, Director
of the Fraunhofer Institute for Laser Technology
(ILT) in Aachen, Germany. The new era of high-performance
optical technologies fits in well with the general trend towards
“Intelligence in Production”, the motto of the EMO Hannover
2013.
What will qualified laser experts be looking for at the
world’s premier trade fair for the metalworking sector?
“For us, the fair is an important indicator for the possible
use of lasers in machine tools,” says Peter Abels, Group
Leader for Process Sensor Technology and Systems
Engineering at the Fraunhofer ILT. Here, quite a lot may
happen in terms of easy-to-integrate laser technology before
the autumn of 2013.
Basically, there are one or more radiation sources
for every material and for well-nigh every application.
“One important factor is the absorption of the material
concerned,” explains the laser expert. “For instance, users
can machine steels or plastics very effectively with a CO2
laser, while fibre, disk or diode lasers are also suitable for
metals like aluminium and copper.” The fibre-guided laser
systems are well suited for automation and integration into
machine tools, because they are much less complicated to
handle than a classical CO2 unit.

Integration into machine tools
The laser has long since established itself in numerous
sectors such as automotive production, aircraft manufacture
or shipbuilding. In series production operations, it has been
proving its worth for decades now in welding and cutting
applications. As applications for the laser, Abels also sees
tempering, component polishing, and the structuring of
surfaces. “These functions would be easy to integrate into
machine tools,” he says.
But there are good chances, too, for premiering
series-production use of generative processes, which experts
like Professor Poprawe group together under the heading
of digital photonic production. What’s involved here is
laser additive manufacturing (LAM), using a laser to create
components from powder layer by layer. The pioneers here
include companies from the aerospace sector, which with
processes like laser metal deposition (LMD) and selective
laser melting (SLM) repair and manufacture components.
“This generative technique may soon be adopted for series
production,” explains Abels. “This would be a major step
forward for laser technology, since then individualised
components could be series-manufactured too.”
He sees a total of three possible utilisation scenarios for
the laser: the bandwidth ranges from stand-alone solutions
(individual use), integration into existing machines and
systems all the way through to digital photonic
production.
“The generative processes are still very much
in their infancy,” observes Abels. “I could well
imagine here that we arrive at a combination of
selective laser sintering, for example, with other
processes.” He also regards a hybrid machine as
conceivable, one that uses a conventional process
(such as turning) to produce a rough base body,
on which a generative laser process like SLM then
builds up specialised components layer by layer
with a higher degree of precision.

Stems for laser metal deposition (here in a production process
for test blades on a blisk demonstrator) could also be effectively combined
with machine tools. Photo: Fraunhofer ILT/Lannert
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Accelerating trend towards tailored materials
This means the machine tool first ablates
material by metal-cutting, and then adds material
again layer by layer in a laser-based process. But
the reverse sequence is also an option. To quote
Abels: “Research projects are already engaged
in layer-by-layer creation of customised hybrid
materials, consisting of plastic and metal, for
example. These tailored materials can then be
conventionally machined.”
Digital photonic production has long since
been much more than a pipedream. The
Fraunhofer ILT, for instance, has addressed this
subject in the Fraunhofer Innovation Cluster called
“Integrative production technology (IPT)

"I’m confident that our institute will help to move things a whole lot further
forward, especially in the field of digital photonic production."
for energy-efficient turbomachinery – TurPro”. In an alliance
with Rolls-Royce Germany and a partnership with the
Fraunhofer IPT, a laser-based process has been created in
Aachen for manufacturing and maintaining components of
aircraft engines (blisk: blade integrated disk).

Detroit, and other prestigious universities in the USA for
researching and developing the field of laser technology. The
goal of this cooperation is encapsulated on the website. The
paramount philosophy here is to put in place a German-American
alliance based on mutually harmonised give and take.

Laser metal
deposition: series
production premiered
With laser metal
deposition (LMD), the
researchers in Aachen
have succeeded in
significantly reducing
the production costs of
blisks in comparison to
conventional processes.
Specifically LMD reduced
material consumption by
up to 60 per cent, and
the overall production
time by around 30 per
cent. For developing this
resource-economical
process, the team of
researchers headed by
Dr. Ingomar Kelbassa at
the Fraunhofer ILT, were
awarded second place
in the rankings for the
2011 Ferchau Innovation
Prize. Users from the
aviation sector expect to
begin series production
of blisks with LMD
shortly.
To quote Abels:
“So I’m confident that
our institute will help
to move things a whole
lot further forward,
especially in the field
of digital photonic
production – not least
due to the interest
being expressed by the
automotive industry and
other sectors.”
But an auspicious
future is being predicted
not only in Europe.
There are numerous
indications that digital
photonic production is
also conquering the USA.
Thanks not least to the
densely meshed network
of the Fraunhofer
Institute, which works
closely together with the
University of Michigan,
Wayne State University,
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Getting a fast start with live tools

W

Tips for optimising tooling selections for lathes.

hen a machining operation — either an OEM division
or a job shop — makes the substantial investment
in a new lathe, it’s likely they are looking for ways to
streamline the manufacturing process. Being smart about
choosing the live tools for the job will make the new machines
more efficient in operation. Finding a supplier of live tools that
offers high-quality, high-performance products that will allow you
more flexibility on the first big job and into the future is critical
to the selection.
The first tool feature to consider is the output that is
required. Standard ER output or quick-change? Do you need
through-the-tool cooling? Does the tool meet your requirements
for precision and performance, including the necessary torque
output to complement the machine? Are the tools designed
according to the specifications of the lathe manufacturer?
When you consider a tool’s ER output, will it provide enough
flexibility, will a more advanced machining system be needed —
one capable of using the same tool for different applications?
If more flexibility is required, then consider tooling with a system
that features adapters for a variety of tools without the cost of
complete toolholder assemblies for each tool needed.
However, when considering such systems, make certain
they feature a rigid polygon drive system design to prevent
power transmission and alignment problems. Such systems
are appealing, because the live tool stays in place and only
the adapter and collet get changed with each new tool.

However, less sophisticated, though inexpensive, systems
will compromise the accuracy of the work. At that point, the
capital savings will mean very little compared to the scrap and
downtime that results.
If changeover time is critical, such as when producing a
family of parts, the option of a true quick- change system might
be more beneficial. Adapters can be set offline and ready to go
for minimal changeover time.
Coolant-through systems
When coolant-through tools are selected, it is imperative
to check first that the machine specifications allow the choice
of a tool that’s capable of handling the coolant pressure of the
machine. In general, internal coolant live tools should be able
to handle 1,000 psi or more.
If your live tool is constructed with large, high-accuracy
bearings, the tool will have excellent rigidity and premium
cutting performance, with minimal run-out (0.006 mm is a
desirable goal.) The bearings, combined with ground, paired,
and high-accuracy gears, make for consistent and long-lasting
tools. Bore tolerance is absolutely critical to maintaining proper
bearing load, and this factor should never be compromised.
In addition, consider the many applications that can be
accomplished with the proper live tool. You can purchase speed
increasers for higher rpm, gear reducers for added torque,
adjustable angle tools for compound angles, multiple-spindle
tools for additional capacity, or gear hobbing tools for spline
or gear cutting. Most of those items are standard catalogue
devices, but one more piece of advice: do not automatically
avoid the custom tool, when appropriate and justified by the
job you have in-shop today, as well as the ones you might have
tomorrow. A good tooling supplier will work with you to produce
custom tools at reasonable prices, but the supplier must be very
reliable. Look for suppliers that have in-house grinding, finishing
and perhaps even heat treating, or at least ensure that those
production processes are very closely monitored. Additionally,
be certain the supplier you choose has local support and the
tools can be repaired or reworked quickly, and correctly.
Selecting materials
The workpiece materials are always a determining factor.
Machine shops producing medical or surgical components
understand this. Buying a less expensive or “lower featured”
tool to work cobalt chromium and titanium is a bad idea.
Practically speaking, always check a supplier’s inventory and
source of supply. Today, when customers are demanding faster
response times and more cost off-loading, you must expect
the same from your tooling supplier. Likewise, application and
engineering assistance should be available from local sources
to support your tool choices.
The bottom line is the bottom line, but when you’re selecting
tooling systems for new or even your current lathes, you must
always consider the jobs you expect to handle in the future.
What seems to be a bargain might not be one after the first big
job is completed.
DIN and ABEC standards are the norm, and your supplier
should be willing to supply all necessary documentation on
request. Shortcuts on quality are never worth the short-term
savings.
This article was written by Preben Hansen,
the president of Heimatec Inc.
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Sandvik invests in Sandviken,
Sweden, and Langfang, China

S

andvik has decided to invest approximately 200 MSEK
in Sandvik Coromant. The investment relates to a new
prototype workshop for cemented-carbide tools and
a new Productivity and Application Center in Sandviken,
Sweden, in addition to a new Application Center at the
existing production unit in Langfang, China.
“The investments represent part of our future strategy
to ensure that the most efficient applications and training
methods are used in our operations,” says Klas Forsström,
President of Sandvik Coromant.
Sandvik Coromant, which is included in the Sandvik
Machining Solutions business area, is a world-leading
supplier of tools, tooling systems, service and expertise in the
area of metal cutting. Through comprehensive investments
in research and development, unique innovations are
created and new productivity standards are established in
collaboration with global customers in the automotive, energy
and aerospace industries, among others.
Sandvik Coromant has approximately 8,000 employees
worldwide. Its head office, and some manufacturing, is

located in Sandviken, Sweden, where about 480 people
work.
Productivity Center
Sandvik Coromant conducts a broad-based global training
program. Through 26 productivity centers and a number
of training units, customers, employees and partners from
across the globe can learn about the latest in the area of
metal cutting and cemented-carbide tools, and how these
tools can be used by customers to achieve optimal results.
The operation includes about 30,000 training places each
year throughout the world.
Application Center
Sandvik Coromant currently has eight Application Centers
globally and each unit is focused on a specific industry, such
as the automotive, aerospace or energy sectors. Work is
performed in close collaboration with customers and partners
with the aim of developing productivity-enhancing applications
for machining operations.

BMW South Carolina plant
is largest US exporter

T

his year, the plant is projected to produce more
than 300,000 vehicles and will export approximately
70% of those vehicles to more than 130 global
markets.
The National Association of Foreign Trade Zones
recognised BMW (IW100/37) as its Exporter of the
Year.
According to data from the U.S. Department of
Commerce, based on the 2011 value of BMW exports from
South Carolina, the company’s Spartanburg facility is the
largest automotive exporter from the U.S.
BMW’s plant in Spartanburg currently produces over
1,000 vehicles each day and is the exclusive exporter
of X3 and X5 Sports Activity Vehicles and the X6 Sports
Activity Coupe through the Port of Charleston.
This year, the plant is projected to produce more than
300,000 vehicles and will export approximately 70% of those
vehicles to more than 130 global markets.
The plant originally began vehicle production in 1994.
In the last 18 years BMW has produced over 2 million
vehicles.
Earlier this year, the company announced another
$900 million expansion to increase capacity to 350,000
units by 2014 and will bring a new model to its Spartanburg
operation.
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BMW hits skids despite strong China growth - Net profits
came to US$1.58 billion in Q2 but declined 28.1% on the
same period last year
In August BMW said its net profits had dropped sharply in
the second quarter of the year despite strong sales growth in
Asia, especially in China.
Net profits came to 1.28 billion euros (US$1.58 billion) in
the second three months of the year, BMW said, a decline of
28.1% on the same period in 2011.
Sales rose by 7.3% to 19.2 billion euros. The firm blamed
high staff costs, greater expenditure on research and "intense
market conditions" for the fall in profits.
The group stuck to its full-year target of beating last year's
performance in terms of pre-tax earnings and sales volume.
Sales were sluggish in crisis-hit Europe (down 0.1%), solid
in North America (up 10.3%) and stellar in Asia (up 25.6%)
driven mainly by China.
BMW sold a total of 159,358 vehicles in China, a gain
of 30.6 percent. Sales were also strong in Japan, showing a
27.3% gain to 27,737 vehicles.
Board chairman Norbert Reithofer said the firm had
continued to perform "extremely well." “We have achieved new
sales volume and revenue highs as well as the second best
operating profit in the company's history," he said.
BMW employs some 102,007 staff worldwide.

Voestalpine to invest EUR 100 million
in the automotive sector
Voestalpine has announced a comprehensive globalisation
strategy in the automotive sector.

I

n the next several years, Voestalpine will be investing more
than EUR 100 million in new plants in China, the USA, South
Africa, Romania, and Germany as part of a comprehensive
globalisation strategy in the automotive sector.
The first step overseas
Now the first concrete step is being taken overseas.
A production facility is being erected in the USA, with a
construction budget of EUR 50 million. Cartersville, Georgia is
about 60 kilometers northwest of Atlanta and is in the center
of a cluster of automobile factories.
Cartersville is centrally located in a southern ‘automotive
cluster’ in close proximity to customers. Once the site has

been fully developed, the facility will have 220 employees,
states Herbert Eibensteiner, Voestalpine Management Board
member and head of the Metal Forming Division.
Production is stated to begin by mid-2013. When fully
developed, this facility will have created 220 jobs.
Their internationalisation plans
Voestalpine is continuing to forge ahead with its
internationalisation plans. Currently, existing Voestalpine
production sites are being expanded or new plants being
erected on four continents. All of these sites are/will be in
close proximity to the production facilities of well-known
premium manufacturers. The already existing global presence
in other business sectors will be expanded to include the
automotive sector of the metal forming division.
“We are following the automobile manufacturers,
especially the European ones, to the markets of the future
and will be expanding our presence there dramatically,”
stated CEO Wolfgang Eder.
Using new materials
“Using new materials, we have been able to manufacture
components, which have absolutely unique selling points
on the global market. We are in the initial phase of these
developments in processing and we will therefore be
implementing our globalisation strategy in the next years at
an accelerated pace,” Eder said in a statement.
In the past business year 2011/12, the Voestalpine
Group generated around 44 percent of its revenue of
EUR 12.1 billion in the mobility sector, with two thirds
coming from the automobile industry.

EuroBLECH
in Hannover until 2022

T

he Hannover Fairgrounds will host EuroBLECH, the world's
largest trade fair for sheet metal working, until 2022.
Mack Brooks Exhibitions, organiser of EuroBLECH, and
Deutsche Messe AG reached the agreement.
Stephen Brooks, Chairman of Mack Brooks Exhibitions,
said, "Because we are convinced of the professionalism
and capability of Deutsche Messe AG and the Hannover
Fairgrounds, we will host the next five events in Hannover.
As the organiser of EuroBLECH we find the conditions there
to be the best. Adding to that is the highly professional and
service-oriented staff of Deutsche Messe AG. Hannover as a
location is for us the guarantor of continued success for the
event in the coming years."
Stephan Kühne, member of the board at Deutsche
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Messe AG, added, " We are pleased that our performance
in recent years has been convincing and that we received
the extension to host the next five events. Hannover offers
excellent conditions for international investment-goods trade
fairs. Our exhibition site and halls conform to the highest
industry standards, are very flexible, and offer such
unique advantages as free-standing architecture and
high-load-capacity flooring."
EuroBLECH 2010 in Hannover hosted 1,455 exhibiting
companies from 43 countries showcasing their latest
machines, materials, tools, and services for sheet metal
working. Deutsche Messe AG traditionally provides extensive
services that help Mack Brooks organise the event.
EuroBLECH was established in 1969 in London.

Valve World Expo
and Conference 2012
From 27 – 29 November 2012, valve suppliers & manufacturers,
end-users, EPC contractors, and other experts of the global
flow control industry will visit the Düsseldorf exhibition centre.

“I

n 2012, we aim to achieve an even better result than in
2010. “This is why we made the decision to occupy two
halls again in 2012, allowing slow and healthy growth for
Valve World Expo Düsseldorf,” says Valve World Expo director
Friedrich-Georg Kehrer.
More than 15 000 m² of floor space has already been
booked for the eighth Valve World Conference & Exhibition, the
biggest international industry meeting on industrial valves and
fittings.
Valve World Expo 2012 organiser Messe Düsseldorf adds
that all sectors of the valves and fittings industry are now
heading for growth as the general economic recovery after the
financial and economic crisis has led to an improvement in key
conditions for the industry.
At present, 517 leading companies from 36 countries have
registered for the conference, which will be held in Düsseldorf,
Germany, for the second time.
European firms registering come primarily from Italy,
Germany, Great Britain, Spain and the Netherlands, says
Messe Düsseldorf. Participants are also expected from
Taiwan, China, South Korea and, in particular, from the US,
with a number of associations and publishing companies also
attending.
“Close integration between the exhibition and the
conference will bring manufacturers and end-users together,

creating ideal networking opportunities,” says Messe
Düsseldorf, adding that the vast coverage of the industry is
reflected in the wide diversity of professional visitors to the
exhibition.
Valve World Expo 2012 is expected to attract 10 000
global visitors and individuals from industries such as oil and
gas, water and wastewater, chemicals and petrochemicals,
construction and plant engineering, food and beverage,
marine and offshore as well as the energy sector, automotive
engineering and the retail trade.
The exhibition focuses on valves and fittings as well as
the relevant components and parts, such as actuators and
positioners, pumps, compressors, engineering services and
software.
Valves and fittings are used in a broad variety of industries
for various purposes. They ensure safety in the oil and gas
industry, channel liquids and gases in the chemicals industry,
and regulate incoming and outgoing water, and ensure a free
flow in the beverage industry.
Valve World Expo 2012 will run from November 27 to 29 at
the Düsseldorf exhibition centre, where it will occupy Halls 3
and 4, as well as the adjacent Congress Center Süd, where an
international conference will be held.
The exhibition will run from 09:30 to 18:00 every day.
For further details visit www.valveworldexpo.com.

Gildemeister reports Q2 gains,
sees 'restrained' orders in current quarter

G

ildemeister said its sales, orders and results all showed
significant improvements, but the current quarter could
prove more difficult.
In a statement about Q2 activity, the machinery supplier
said sales rose 18% to €916.8 million, orders jumped 22%
to around €1.2 billion and earnings after taxes rose to
€26.2 million from €1.5 million in the second three months of
2011. The order backlog within the group amounted to some
€1.1 billion on 30 June, it said, a 40% rise from that date last
year.
Orders are expected to slow down this quarter due to
seasonal factors, the company said, noting that the current
macroeconomic environment has made predictions difficult.
"Statements on future business performance will become
more volatile."
Despite on-going concerns about the Eurozone crisis, the
company said it remains confident about its prospects in the
near term. "In the second half of the year we are generally
planning to continue our good performance. We expect
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stimulus to come from the international autumn trade fairs
starting in September – the IMTS in Chicago, the AMB in
Stuttgart, the BIMU in Milan and the JIMTOF in Tokyo."
According to the company, a number of world regions are
providing reasons for optimism. "The Asian markets, America
and the Eastern European markets are persistently developing
positively." However, the euro crisis has hurt southern Europe.
"The willingness to invest (there) is continuing to decline."
The company confirmed its previous forecasts for 2012:
"In the current financial year we are expecting order intake for
the first time of more than €2 billion. We are planning sales
revenues of more than €1.9 billion and for the whole year we
intend to achieve EBT of more than €100 million as well as net
income for the year of more than €65 million. This planning is
based on current market forecasts and does not take account
the euro debt crisis spreading any further. Due to the positive
outlook for business and earnings, we plan to distribute a
higher dividend per share for financial year 2012 than in the
previous year."

Sandvik Coromant and Siemens to standardise
vendor catalogues for cutting tool industry
Relationship will define structure and content of catalogues using ISO
and STEP standards to help manufacturers save time and make smarter
tool selection decisions, collaborating with other major cutting tool vendors
to share and drive this initiative across the industry.

S

iemens PLM Software and Sandvik Coromant, a leading
supplier of cutting tools and tooling systems for the
metalworking industry, has launched an initiative to
standardize the structure and content of cutting tool vendor
catalogues. The effort will help manufacturers address the
complexity of obtaining cutting tool definitions and data in
a useable form and more efficiently integrating cutting tools
into production systems. Based on industry standards, the
catalogues will help engineers make smarter decisions by
providing greater accessibility to tooling data and supporting
the selection of the optimum and preferred cutting tools.
“Sandvik Coromant has recognised the tremendous
technological development in machining processes, materials,
and tooling which is driving the need for virtual machining
capabilities. Working with data in varying formats can be a
challenge, but we expect that this initiative will not only offer
manufacturers a standard format for vital cutting tool data,
but will simplify their CAM and virtual machining systems,
helping them better optimise productivity and profitability,”
said Mike Verkamp, Manager, Business Development, Sandvik
Coromant.
“This project will address key needs in virtual machining
such as standard tool data format, connectivity to CAM
packages, and automatic updates of new data. We are
pleased to be working with Siemens, a market leader
themselves, to help bring the entire industry forward,” added
Verkamp.
Manufacturers with machining equipment can purchase
cutting tools from a wide-range of suppliers and they need
to use electronic definitions of these tools within their
manufacturing planning and shop floor production systems.
However, typically each cutting tool vendor has their own
approach to classify different types of tools, describing critical
tool specifications — such as diameter, lengths, angles —
and representing geometric CAD models of those tools.
This makes it difficult for manufacturers to access cutting
tool information in an automated fashion for use within
manufacturing planning databases and applications, such as
computer-aided manufacturing (CAM) programming systems.
The multiple structures, non-standard definitions and varying
levels of CAD data, also force engineers to manually enter
individual data sets from vendor catalogues into their internal
systems – a task that can take thousands of man-hours,
often leaving tool library databases sparsely
populated.
To address this challenge Siemens PLM Software and
Sandvik Coromant have defined and developed a new level
of standardisation that will be openly available for use
throughout the industry. The initiative addresses the three key
areas of classification structure, tool attribute definitions, and
a standardised approach to 3D model definitions of cutting
tool components and how they can be assembled.
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As a key element of this initiative the companies have
adopted and built upon available ISO and STEP standards.
ISO13399 provides a definition for tool attributes and the
STEP AP214 standard provides a basis for 3D representation
of tool components and automated assembly points. The
latter allows end user customers to more easily utilise 3D
models of their cutting tool components and assemblies as
needed in both NC programming and machining simulation
applications, as well as in shop floor systems such as tool
pre-setters.
“Although much effort has been put into developing and
promoting standards for tooling systems we see this as the
first time that a major tool vendor has joined forces with a
major PLM software and manufacturing equipment provider to
define a solution that spans the tooling industry and end user
requirements,” said Stan Przybylinski, Director of Research
at CIMdata. “This is a pragmatic approach that builds on the
available ISO standard with definitions that will be open to all
tool vendors and software providers. Given the substantial
customer base of both companies and their connections
across the industry, we believe that this initiative will go far
in addressing the challenge of standardisation in cutting tool
information systems.”
Siemens PLM Software and Sandvik Coromant are
collaborating with other major cutting tool vendors to
share and drive this initiative across the industry.
Specifications and methods will be available to all
partners as an open standard. Key manufacturers are
being invited to advise on the implementation methods as
well as to share their specific requirements for access to
tool catalogue data.
Siemens PLM Software has also further developed
its Manufacturing Resource Library, which is part of the
Teamcenter® portfolio. This will enable the company’s large
base of manufacturing customers to import and manage
standardised cutting tool vendor catalogue data, handle
the transfer of selected data sets to working areas within
tool libraries, and build 3D tool assemblies from component
model data. Key elements of this solution are already being
used by existing customers.
“Siemens PLM Software is focused on providing an
open and collaborative PLM computing environment and
standardisation is critical to enhancing communication
throughout the global manufacturing industry,” said Andreas
Saar, Vice President, Manufacturing Engineering Solutions,
Siemens PLM Software. “Standardisation gives cutting tool
vendors a business advantage by providing a means to convey
information about their products to their target customers in
a standard format to help increase manufacturing efficiency.
This simplified access to the right tool and associated data
will help manufacturers make smarter decisions that result in
better products.”

Meps: Lower raw material costs
to delay steel price upturn until 2013

M

eps expects no significant increases in steel
selling values for flat products during the remainder
of 2012.
Iron ore spot prices have started to decline as demand
for the principal steel making raw material falters.
The economic crisis
The economic crisis in the Eurozone has had a
negative effect on steel demand for most of the year.
Many banks have restricted lending patterns and credit
limits have been reduced as they try to shore up their
balance sheets.
Both construction and manufacturing companies are
finding difficulties in funding inventories. Stockists and
distributors are facing similar problems. Reduced stock
levels through the supply chain have resulted in lower orders

Volvo Cars demands
20% price decrease
from suppliers
Geely-owned automaker
also plans to increase purchases
from Chinese suppliers.

V

olvo Cars has issued an ultimatum to its Swedish
suppliers, telling them they would have to slash prices
by a fifth by 2015, Swedish economic newspaper
Dagens Industri reported.
Axel Maschka, the purchasing director for the firm,
"told about 400 representatives of sub-contractors active
in Sweden that lowering prices by 20% is the condition for
them to participate in the expansion launched by Volvo to
manufacture 800,000 vehicles in 2020."
Volvo sold 449,000 vehicles in 2011, including half of
which were sold in Europe.
The loss-making carmaker, which was acquired by Chinese
firm Geely from Ford in 2010, wants to quadruple sales in
China to 200,000 vehicles a year from 47,000 sold in 2011.
Volvo has been struggling to improve demand, and
announced in early September that it lost 254 million krona in
the first half.
Maschka did not confirm his ultimatum to Dagens Industri
but said he hoped to increase the company's supply from
China in order to meet the 2020 sales target.
"We are planning to buy about 25% from Chinese
suppliers. We will reinforce our cooperation with Geely over
our purchases in China," he said.
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on the mills. Consequently, steelmakers are restricting their
raw material purchases.
An oversupplied market
In China, the market is seriously oversupplied. Steel
stocks in the country, so far in 2012, are substantially above
those in previous years. Furthermore, steel production in the
first seven months of the year increased by just 2.1 percent.
In the same period, iron ore imports expanded by 9 percent.
There is little prospect of any significant rise in steel demand
in the latter months of the year.
Many other Asian mills have been restricting steel
output and will continue to do so for the remainder of
2102. According to MEPS research, spot prices for iron ore
fines delivered to Chinese ports (CFR) decreased in
August by between 12.2 and 15.7 percent from major
supplying countries. These reductions are directly the
result of lower than anticipated requirements for the
remainder of the year.
With minimal support for steel prices in the near term
and little chance of an upturn in demand from any region
in the world it is difficult to envisage any increases in raw
material costs before the end of the year. It is widely
expected that several mills in the European Union are
contemplating reducing manned capacity in the near future.
This is expected to further restrict demand for steelmaking
raw materials.
Production cuts and plant closures
Many steel producers across the world are operating at
near, or below, break even point at current levels of activity.
These units will also be considering production cuts by
bringing forward maintenance plans or making temporary
plant closures to avoid oversupply and the resultant negative
price pressure.
Prospects for 2013
What are the prospects for 2013? The most likely
scenario in China is that the authorities will relax the
bank lending criteria. They are also expected to increase
government investment in infrastructure spending above
current levels. An easing in the regulations on the real
estate market is also a possibility. These actions should
stimulate the steel market and avoid serious cut-backs in
steel manufacturing next year. Steel prices should be
revived somewhat.
Production cuts are anticipated in Europe in an effort to
improve the supply-demand balance. MEPS anticipates both
temporary and, perhaps, some permanent plant closures by
the producers. This should lead to an upturn in steel selling
prices in 2013.
Asian steel mills are expected to continue with
modest output curbs in the near future. Consumption in
most countries in the region is expected to expand. With
equilibrium in steel supply and demand, selling values should
rise next year.
MEPS is a leading independent supplier of steel market
information.

Japanese merger creates
world's 2nd largest steel firm
Nippon Steel, the nation's number one steel company and
third-ranked rival Sumitomo Metal Industries will combine to form a giant
second only to India's ArcelorMittal.

T

wo of Japan's biggest steelmakers will formally merge,
creating the world's second largest firm in the sector as
they look to outpace their Chinese and South Korean
rivals.
Nippon Steel (IW1000/82), the nation's number one steel
company and third-ranked rival Sumitomo Metal Industries
(IW1000/66) will combine to form a giant second only to
India's ArcelorMittal (IW1000/35).
Global competition in the steel industry has intensified in
recent years even as demand has been spurred by emerging
economies such as China, which are undertaking massive
construction, infrastructure and manufacturing projects.
But economic fears have weighed on steel demand and
Japanese producers have struggled with an unfavorable
exchange rate, which saw the yen hit record highs against the
dollar late last year.
Even with their economies of scale, Nippon
Steel & Sumitomo Metal Corp., will still be a distant second
to behemoth ArcelorMittal, with less than half of its annual
production.
In 2011, ArcelorMittal produced 97.2 million tons of crude
steel, while Nippon Steel, ranked sixth-largest, and Sumitomo
Metal, ranked 27th, produced a combined 46.1 million tons,
according to the World Steel Association.

global network "in response to increasing worldwide
demand for steel and the local procurement needs of
Japanese steel consumers operating overseas," they said
in a statement.
It will focus on reorganising and expanding manufacturing,
processing and sales bases in emerging countries, namely
China, Brazil, India and Southeast Asian countries.
The new company "will aim to achieve 60 to 70 million
tons in terms of global production capacity by further
accelerating its overseas business development," a statement
said.
In doing so, it will follow a path trodden by Japanese
automakers, electronics makers and other companies seeking
to expand production in foreign markets in search of growth,
stronger consumer demand and by way of hedging against
foreign exchange risks.
Keiju Kurosaka, an analyst at Mitsubishi UFJ Morgan
Stanley Securities, said it was too early to tell if the new
company would be a good bet for investors.
"The biggest advantage the merged company will gain is
its size. Because of the size it will be able to cut costs further,
and because of the size it'll get cash flow enough to survive a
period of economic downturn," he said.
"To survive in the global market, it needs to invest actively

"We have a significant competitive edge in terms of highly-functional
steel products, but Chinese and South Korean steelmakers are catching up with
us in terms of middle-level steel products."
Industry faces tough economic climate
The launch comes at a difficult time for the Japanese
steel industry. It is "not a very good environment", Hiroshi
Tomono, Sumitomo Metal president, who will become the new
company's number two, the Yomiuri Shimbun daily reported.
"We have an overwhelming advantage in terms of quality,
but (production) costs are our problem," Tomono said.
A senior Nippon Steel official said the Japanese firm
would do well at the top end of the market, but would face
difficulties competing with the lower cost bases of other Asian
steelmakers.
"We have a significant competitive edge in terms of
highly-functional steel products, but Chinese and South
Korean steelmakers are catching up with us in terms of
middle-level steel products," business daily Nikkei quoted the
unnamed official as saying.
Nippon Steel and Sumitomo Metal filed 908 international
patent applications between 2006 and 2010, nearly four
times that of South Korea's Posco and nine times the number
ArcelorMittal submitted, Japanese dailies said.
The merged company will aim to realign and strengthen a
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in foreign markets where demand is expected to grow in the
longer term.”
"But we have to wait until a more concrete business plan
is announced to see if it will really be a promising investment
target or not," he said.
The merger, under the ratio of 0.735 Nippon Steel shares
to one Sumitomo Metal share, will be the first in the Japanese
steel industry since the creation of the country's number two
firm JFE Holdings around a decade ago.
In August, Nippon Steel said it expected to book a 155
billion yen shortfall for the six months through September,
nearly doubling its previous loss forecast of 85 billion yen for
the period.
It said most of the red ink was tied to a 120 billion yen
write-down on two loss-making Japanese mills.
Nippon Steel continued to forecast revenue of
1.95 trillion yen for the first half of the year through
September 2012.
Sumitomo Metal has said it expected to book an eight
billion yen net loss for the six-months to September, due to
one-off stocks valuation losses.

Breakthrough welding technique supports
GM’s fuel-economy efforts
Electrode makes resistance welding effective for aluminium panels.

G

eneral Motors Corp.’s research arm has developed a
resistance spot welding technology it claims is the first
for the auto industry: it is based on a patented electrode
design that is more reliable for welding aluminium. The
importance of this is that it will allow the automaker to make
greater use of aluminium in automotive bodies (e.g. hoods,
liftgates, doors), which will lower vehicle weight and thereby
improve fuel economy.

versions of Chevrolet Tahoe and GMC Yukon. It said it will
implement the process more extensively in 2013.
Resistance spot welding is a joining process in which
contacting metal surfaces are joined by the heat that develops
from resistance to electric current flow. Workpieces are held
together under pressure from electrodes. Typically, the process
uses two shaped copper alloy electrodes to concentrate
welding current into a "spot," and simultaneously to clamp the

The new process developed by GM Research & Development uses a patented
multi-ring domed electrode that is able to weld aluminium to aluminium, which
standard smooth electrodes cannot do reliably: aluminium oxide minimises the ability
of the electrode to achieve the heat that forms the weld
It’s the second recent development for welding automotive
aluminium. Earlier, Honda announced a friction-stir welding
development it is using to weld aluminium to steel for
automotive subframes.
By using its own new process, GM stated, it expects to
eliminate nearly two pounds of rivets from aluminium body
parts. It said it has already adopted the process in production
of the hood of the Cadillac CTS-V and the liftgate of the hybrid
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metal pieces together. Forcing a current through the spot melts
the metal and forms the weld.
RSW is used widely in automotive manufacturing because
it is able to join pieces quickly without heating the metal
excessively. It’s also inexpensive, and reliable.
As explained by the automaker, the new process developed
by GM Research & Development uses a patented multi-ring
domed electrode that is able to weld aluminium to aluminium,
which standard smooth electrodes cannot do reliably:
aluminium oxide minimises the ability of the electrode to
achieve the heat that forms the weld.
GM said its new technique works on sheet, extruded,
or cast aluminium because its proprietary multi-ring domed
electrode head disrupts the oxide on aluminium’s surface, so
the current achieves a stronger weld.
“The ability to weld aluminium body structures and closures
in such a robust fashion will give GM a unique manufacturing
advantage,” stated GM chief technology officer Jon Lauckner,
who also is vice president of Global R&D for the automaker.
“This new technology solves the long-standing problem of
spot welding aluminium, which is how all manufacturers have
welded steel parts together for decades,” Lauckner said. “It
is an important step forward that will grow in importance as
we increase the use of aluminium in our cars, trucks and
crossovers over the next several years.”
Typically, automakers use self-piercing rivets to join
aluminium body parts, because of variability in production with
conventional resistance spot welding. However, rivets add cost
and riveting guns have a limited range of joint configurations.
In addition, end-of-life recycling of aluminium parts containing
rivets is more complex.
“No other automaker is spot-welding aluminium body
structures to the extent we are planning to, and this technology
will allow us to do so at low cost,” stated Blair Carlson, GM
manufacturing systems research lab group manager. “We
also intend to consider licensing the technology for non-GM
production in automotive, heavy truck, rail and aerospace
applications.”
GM cited automotive market research group Ducker
Worldwide to note that aluminium use in vehicles is
expected to double by 2025. In addition to being lighter
than steel, which helps to improve vehicles’ fuel economy,
it is corrosion-resistant.

pro d u c t

review

New Hyundai WIA i-CUT320M VMC
for mould, medical and electronics industries

H

yundai WIA has launched its all new i-CUT320M
high-speed compact CNC vertical machining center
tailored to the unique needs of the electronics, mould
and medical industries. The i-CUT320M features a
24 000 rpm direct drive spindle, which is capable of ridged
tapping at 6,000 rpms. The i-CUT320M delivers Hyundai
WIA’s smallest footprint within its range of Mill/Drill VMC’s,
which also includes the i-CUT380M, i-CUT380T, i-CUT380TD,
i-CUT420M, i-CUT420T and i-CUT420TD.
Main spindle
The i-CUT320M is configured with a 24 000 rpm direct
drive spindle for taking deep cuts at high-speeds for precision
applications. Ultra precision angular bearings provide
high-speed accel/decel for smooth machining at high rpm’s.
The standard oil cooling system maintains the temperature
of the main spindle, reducing thermal growth and increasing
part accuracies. Rapid and accurate tapping is assured,
resulting in rigid tapping at 6 000 rpm.
The standard Big Plus spindle system (BBT #30) provides
dual contact between the spindle face and the flange face
of the tool holder. This greatly increases tool rigidity, reduces
run out and adds significant productivity to any machining
application. Spindle motor is 10,4 kilowatt with spindle torque

rated at 8/6 Nm. The Big Plus spindle offers
users the fastest possible material removal rates,
highest accuracy and excellent rigidity. It guarantees
stability when run at high spindle speeds for high rpm
precision machining.
Bed structure
The bed, column and saddle of Hyundai WIA’s compact
high-speed i-CUT320M are designed using finite element
analysis (FEA) to ensure powerful cutting and agility and are
composed of meehanite cast iron to minimise deformation
when performing heavy-duty cuts. The rigid bed is designed
to absorb vibration for stable machining. In order to eliminate
thermal growth during machining, all axes are driven by
high precision double-nut ballscrews. The double pretension
design provides outstanding positioning and repeatability
with virtually no thermal growth. All ballscrews are connected
directly to the servo drive motors without gears or belts,
eliminating backlash. Rapid high-speed axis movement is
achieved by the use of linear motion guide ways in all three
axes. This reduces non-cutting time and decreases machining
time for greater productivity. The axis travels for the XYZ are
420 x 320 x 330 mm with a rapid traverse of 56 m/min
(all axes).

The all new i-CUT320M is easy to program and operate with its
start-of-the-art Siemens 828D Series CNC control featuring a 10.4” colour LCD
Thru spindle coolant
To make the i-CUT320M a true performer, Hyundai
WIA offers thru spindle coolant (optional). This feature is
particularly useful for deep hole drilling where it’s necessary
to keep chip flow clear of the cutting surface. Thru spindle
coolant also helps to increase tool life and decrease cycle
time.
ATC and magazine
Hyundai WIA’s i-CUT320M VMC is outfitted with 20-tool
(24-tool optional), side mount swing arm type tool changer.
This technology offers optimal performance with impressive
tool change times of 1.5 sec, tool-to-tool. The side mounted
swing-arm ATC and magazine are separated by a shutter
system which closes during machining, thus keeping chips
and fluids clear of the ATC and magazine. When a tool change
is required, machining stops, the shutter opens, the ATC
exchanges old tool for new, the shutter door then closes and
machining begins again.
Control
The all new i-CUT320M is easy to program and operate
with its start-of-the-art Siemens 828D Series CNC control
featuring a 10.4” colour LCD. As one of the mould industry’s
most popular controls, the 828D offers compatibility and
superior reliability, in the mould and medical industries.
For more information contact Edwin Roth Pty Ltd on
TEL: 011 970 1930
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Haas introduces new standard
and optional spindles for VMCs

F

or 2012, Haas Automation has increased the speed and
performance of the standard spindle on its expansive line
of 40-taper VMCs, and introduced several new optional
spindles.
All Haas VF-1 through
VF-12 40-taper VMCs are now
equipped with a powerful
8 100 rpm inline
direct-drive spindle that
is driven by a
30-horsepower
vector drive system.
The Haas inline
system couples the
spindle directly to the
motor to reduce heat,
increase power
transmission, and
provide excellent
surface finishes. An
optional 10 000-rpm
inline direct-drive

spindle is available for shops wanting higher spindle speeds.
Both spindles yield 90 ft-lb of cutting torque.
For shops needing additional low-speed torque and
wanting the flexibility of a gearbox, two optional gear-drive
spindles are also available for
standard Haas 40-taper
VMCs. The optional
spindles provide either
8 100-rpm or
10 000-rpm, and
feature a Haas-built,
high-precision two-speed
gearbox. Both geared spindles
yield 250 ft-lb of torque.
Built in the USA by Haas,
all Haas products 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
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Boost high-feed milling performance with
new Widia M270™ and M370™ series inserts

S

uccessful high-feed milling is characterised as small
depths of cut at high feed rates, with the result being
higher metal-removal rates and increased productivity.
As opposed to traditional milling, high-feed milling generates
lower cutting forces, making it an attractive concept for
roughing, copy milling, profile milling, and other applications
necessitating quick removal of metal.
Widia has introduced two new insert families specifically
designed for successful high-feed milling: the M270™ series
and M370™ series.
Widia M270HF inserts are designed based on
Widia-Hanita™ X-Feed™ geometry. Three grades are available:
TN2505™ for good wear-resistance in materials up to
60 HRc hardness; TN6540™ for added toughness; and
TN6525™, a mix of toughness and wear-resistance for
dry-machining applications in steel.
Two contact faces in a V-shaped pocket design help ensure
the secure and rigid insert clamping and accurate insert
positioning that improves cutting performance and tool life.
The Widia M370™ series is a double-sided high-feed
concept that combines the latest in insert technology with
outstanding performance and reliability for steel and cast-iron
milling. Designed for high-feed-rate productivity, its

double-sided concept and six cutting edges provide security
and optimal metal removal with an efficient cost per edge.
The M370 series features an MH
geometry offering the protection of a
flat-top insert, but with reduced cutting
forces. Even running at existing
parameters, the M370 offers longer tool
life and free-machining characteristics.
In addition the MM geometry makes the
M370 a first-choice solution in
machining stainless steels and titanium.
Both M270 and M370 series are
available in inch and metric sizes and
are included in Widia’s latest
“Advances 2012”
catalogue, available for
download from the
Widia website visit www.widia.com.
For more information
contact Kennametal
South Africa on
TEL: 011 397 3540

Flexilube launch new coolant for
metalworking industry - Nanokool®

M

etalworking companies face a daily battle against
friction in their struggle to achieve precision and
economy. The demand for better machined finishes,
closer tolerances and greater productivity, coupled with the
high cost of machinery and tooling, poses a number of stiff
challenges.
After the success of their Biokool® range of
metalworking fluids, Flexilube is proud to
announce the introduction of their
Nanokool® range of products. The new
coolant, launched recently at the Machine
Tools Africa exhibition, incorporates the use
of nanotechnology for ground
breaking performance advantages.
Some of the key features of the
Nanokool® range, according to Flexilube,
include no Monday morning odour, it is
economical in use, has very low foam in
high pressure coolant systems, it is
operator friendly, is formaldehyde free, has
low VOC, emits a pleasant smell, low
maintenance, is more environmentally
acceptable, the renewable resources keeps
machines cleaner for longer, the excellent
durability and stability extends shelf life
and it has multi-application use.
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The range of products can be combined with Flexilube’s
Keep-Kleen® hydraulic and slideway technology.
"After years of dedicated and extensive research,
development and field trials, we are proud to announce the
introduction of the Nanokool® range of products into the
manufacturing sector in South Africa. In short the range is
a premium coolant solution for the metalworking industry.
The new product demonstrates our
determination to remain abreast of new
developments and technology in these
industries, which we in turn incorporate
into our increasingly sophisticated range
of products," said Anton von Knoblauch,
Flexilube's Technical Director.
Flexilube is built on past experience
gained from founding and operating the
largest independent lubricants
manufacturer in South Africa. The
company’s range includes industrial
and automotive lubricants, cutting oils
and coolants. They also
offer a complete range of industrial
greases, cleaning chemicals and
absorbents.
For further details contact Flexilube
on TEL: 016 362 0343

Pipe cutting, beveling systems
produce ready-to-install surfaces

E

xact Tools has introduced the PipeCut line of cutting
systems for steel, copper, cast iron, stainless steel,
multi-layer pipes and plastic pipe. The machines cut and
bevel pipes and tubes on-site, producing a straight,
ready-to-install, finished surface in various diameters and
materials, the company reports. The Exact pipe cutting system
is designed and made for professional use. All pipe cutters are
lightweight and easy to carry.
Several models are available, from the
PipeCut 170 and 170E for cutting 15 to
170 mm diameter steel and plastic pipe to
the PipeCut P400 for one-process cutting and
beveling of plastic pipe from 100 to 400 mm
diameter with wall thicknesses up to
25 mm. It takes less than
20 seconds to cut
@170 mm with 5 mm
wall.
Each model can
be supplied with a
choice of
three different

80 METALWORKING NEWS

v 11. 5

November 2012

blades: TCT (tungsten carbide tip) blades for general use
in cutting steels, copper, aluminium, plastic, and multilayer
materials; cermet with ceramic tips for heavy-duty applications
such as cutting stainless steel and acid-proof steel; and
diamond discs for cutting cast-iron pipes.
The cutter grips the pipe to be cut, with the blade
positioned automatically to cut correctly. The entire weight of
the cutter rests on the pipe. The blade chips the pipe surface
rather than grinding it, producing a burr-free cut surface that
is ready for installation. The operation is dust-free and
does not produce any sparks.
Perfect cut ends are ready to weld or join.
When welding pipes it is most important to have
straight and clean cut ends. With the Exact pipe
cutting system the pipe ends fulfil these needs.
Pipes are immediately ready to be welded or
joined together by other means.
Each system comes with its own pipe holders
(except model V1000), pipe saw, Allen keys, CD user
manual, and carrying case.
For further details contact Toolquip & Allied on
TEL: 011 370 2727

TaeguTec Top Slot end mill and
modular type expansion

T

aeguTec has expanded the family of Top Slot end
mill cutters and inserts to provide end-users a
comprehensive machining range for slotting, known as
the Top Slot Mini.
The line now includes both end-mills and modular
type cutters designed for slotting from 3mm to 6mm in an
extended range of cutter diameters
from 25mm to 63mm enabling
higher productivity. A new tangential
insert with true 4 cutting edges and
a positive chip former deliver longer
tool life and economy.
An additional advantage is the
cutter body through coolant system
allowing for adaptability to work
piece conditions.
Insert features
• Robust insert design for
tangential slotting by
4 corner cutting edges
(2 right / 2 left)

•
•
•

Ground insert for precision cutting
Strong clamping credit to insert bottom face’s unique
concave shape
Dovetail shape of insert’s cutting edges designed
for strong machining power
Cutter features
•
Full slotting line now
available: end-mill, face-mill
and modular type
•
Standardisation: 3mm to
6mm width with 1mm steps
•
Bridge type pocket design
for reinforced cutter rigidity
•
Cutter’s protrusion screw
hole secures the maximum
number of threads enabling
stable clamping
For further details contact
TaeguTec South Africa on
TEL: 011 362 1500
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Effluent-free production industrial
process water treatment with Vacudest®

M

Simple and efficient solution
Vacuum distillation systems extract most of the water
contained in spent cooling lubricant emulsions and leave a
little evaporation residue only, which can either be recycled or
disposed of with waste management companies. Compared
to other processing methods vacuum distillation has proven
to be the most reliable and feasible one. In most cases even
replacing of other processing methods by vacuum distillation
is paid for within a short period.

the recovered distillate is either returned to the process or
discharged as clean water.
An ingenious process of vacuum evaporation and vapour
compression makes Vacudest extremely energy efficient.
Water is evaporated under vacuum at about 85° C.
The generated steam passes through a vapour compressor
and is superheated to 120 °C. The hot steam is then
used to heat up the cold inflow of process water. Through
this kind of heat recuperation the thermal process becomes
self-sustaining and energy consumption is reduced by
about 95%.
Deposits from salts and contaminants can build-up
in the heat exchanger during evaporation. A new
self-cleaning technology ActivePowerClean® solves this
problem. ActivePowerClean® employs ceramic granules
that are whirled about by vapour turbulence to keep the
internal surfaces clean. Hydrocarbons from oils or

For the last 25 years H2O GmbH of Germany have been
supplying the Vacudest® vacuum distillation solution for
companies having to dispose of process water containing
cooling lubricants, metal drawing emulsions, or treating
contaminated rinsing water from galvanic processes. Options
for solving the toxic waste problem are effluent treatment
plants or waste disposal contractors.
Emulsion oils can be difficult to decompose in a
biological effluent treatment plant to meet regulation limits.
Disposal through a waste contractor is simple but expensive.
Vacudest® distillation units process contaminated water by
producing a clean distillate with a conductivity of less than
10 microns and a small fraction of residue containing all
of the oils, emulsions and salts. The residue of 3-5% can
then be disposed at proportionally reduced costs, whereas

emulsions in process water can get carried over in the
distillation process resulting in elevated COD values. The
innovative ClearCat® technology reliably and efficiently cleans
oil-polluted industrial effluents. ClearCat® effects complete
oil separation without additional steps like coalescence
separation, active carbon or membrane filtration.
Vacudest® plants are supplied in a wide range of
capacities from 30 to 3,500 litres an hour. Taking the
energy efficient operation of Vacudest® into account
compared to expensive disposal through waste contractors,
the investment can be amortised in as short a time as
2 to 3 years.
For more information contact Horst Klever of Rand
Analytics on TEL: 011 678 1654 or 082 964 9627
or e-mail randanalytics@wbs.co.za

any metal processing companies are disposing
of spent cooling lubricant emulsions or industrial
process wastewater at high cost. They are not
always aware of the possible savings they can achieve
when processing in house. Depending on the composition
of the spent emulsion it can be turned into recyclable
material.
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Dassault Systèmes simplifies 3D design
with SolidWorks 2013
Includes additions to core geometry, sustainability module,
and more efficient model creation.

D

assault Systemes has released SolidWorks 2013 with
new design applications to enhance collaboration, speed
model creation and simplify the product development
process, the company said. The update includes new design
tools and drawing capabilities, sub-model simulation, cost

estimation, network rendering, and wider sharing and increased
connectivity.
"With SolidWorks 2013 we've upheld our tradition of
listening to our customers by providing enhancements and
functionality to help them simplify their lives and create the best

"With SolidWorks 2013 we've upheld our tradition of listening
to our customers by providing enhancements and functionality to help them
simplify their lives and create the best products."
products. The new additions to core geometry and expanded
product offerings demonstrate our continuing investment in our
flagship product," said Bertrand Sicot, CEO, SolidWorks,
Dassault Systemes. "SolidWorks 2013 empowers innovative
design with application specific tools that help users quickly define,
share and validate the form, fit, and function of their designs."
New features include:
SolidWorks Costing: Allows customers to automatically cost
more types of parts, create more accurate quotations, and stay
in budget with improved cost data and new APIs.
SolidWorks Sustainability: Quickly compares the financial
impact of raw materials and the environmental impact of a
design decision during the development process due to new raw
material impact tools.
SolidWorks Flow Simulation: Takes the complexity out of
flow designs by allowing users to visualise fluid flow around
multifaceted geometries and more easily compare analysis
results between multiple design configurations.
Other new features help users create and modify complex
geometries faster, providing more efficient 3D models and 2D
drawings. The Conics in Sketcher provides full control over
shapes for smooth transitions between existing geometries. The
Intersect feature lets users add or remove a geometry without
sketching, while varying dimension patterns allow users to save
time, increase design flexibility, and reduce the number of
features needed for models.
In addition, a CAD Administrator Dashboard simplifies
management and troubleshooting of multiple SolidWorks users
within a company from a single aggregated view. Simulation
sub-modeling and incremental meshing allows users to more
accurately perform precise simulation analysis for specific areas
of large and complex models faster and more efficiently.
SolidWorks 2013 optimises collaboration with improved
connectivity, enhanced viewing capabilities, and expanded
sharing of designs and data, the company says. Users can also
route documents and contact users more efficiently to reduce
delays and accelerate time-to-market.
For further details contact Mecad Systems on
TEL: 086 111 2236
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Improving robots’ efficiency
for small/mid-sized manufacturers
Siemens PLM’s RobotExpert software is an “intuitive, easy-to-deploy”
simulation and programming application.

A

new simulation program from Siemens PLM Software
depicts robotic devices’ interactions with production and
other machinery in a machine shop (or fabricating shop)
setting — minimising downtime for the automation devices and
increasing throughput for shop-floor robots. The RobotExpert
is described as “intuitive” and “easy to deploy” for small and
medium size manufacturers, for functions like machining,
deburring, polishing, welding, pick-and-place, and more.
Production cost, safety, and availability factors are
promoting wider use of industrial robots for complex, repetitive

optimisation and offline programming of robotic applications
to maximise the speed, flexibility and operation of automated
systems. It presents an intuitive 3D environment, and combines
the simplicity to optimise robotic paths and improve cycle
times with the power to simulate virtual mock-ups of complete
manufacturing cells and systems. It can be used to generate
the most suitable combination of equipment to meet specific
manufacturing needs, supporting faster product introduction
as well as early evaluation of manufacturing times, costs and
project investments.

RobotExpert supports robot devices from various suppliers, is available for
offline-robot programming and program uploads from the shop floor
tasks — which is the reason that Siemens PLM identified
a need for an “out-of-the-box” robotic simulation and
programming software.
RobotExpert — now available — allows design, simulation,
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Typical functions for robotics simulation may include
workcell layout design and modeling, or motion simulation
for robots and mechanisms, including collision detections.
The program performs 3D modeling of kinematics tools,
assistors and robots; calculates cycle times using realistic robot
simulation (RRS); and provides Gantt charts of its simulation
for users’ comparative analysis.
RobotExpert supports robot devices from various suppliers,
is available for offline-robot programming and program uploads
from the shop floor.
Industrial robots are traditionally programmed manually,
which means production downtime and non-optimised robot
programs. RobotExpert provides an offline programming and
simulation tool that helps to minimise downtime by allowing the
majority of the programming work to be done virtually, while
optimising the program to reduce the cycle time and increase
throughput.
Also, simulation capabilities help to anticipate, and
thus avoid, workers’ and equipment’s exposure to workplace
hazards.
“Manufacturers, big and small, are under a great deal
of pressure to maximise return on capital investment, and
production line automation provides an excellent opportunity
to help increase efficiency,” stated Siemens PLM Software’s
Zvi Feuer, senior vice president, Manufacturing Engineering
Software.
“Specifically, small and mid-size manufacturers needed
an intuitive and easy-to-deploy solution that removes the
complexities involved with implementing a robotic simulation
and programming solution,” Feuer continued. “That is why
we have developed RobotExpert as an independent software
solution, which builds on Siemens PLM Software’s proven
leadership in digital manufacturing. We have taken more than
two decades of experience delivering robotic solutions for some
of the most complex applications and created a simple intuitive
solution which will help small and medium size manufacturing
companies across industries build better products by making
smarter manufacturing decisions.”
For further details contact Esteq on TEL: 012 809 9500

Yaskawa Motoman introduces MC2000
“Master Cut” robot that offers superior path
accuracy for laser cutting applications
Introduces new 2-finger adaptive gripper.

T

he new Motoman® MC2000 “Master Cut” robot is
designed with high rigidity and precision drives to provide
superior path accuracy for laser cutting small holes and
sharp corners. Path accuracy can be within 0.1 mm, depending
on the application.
Cutting of shapes or profiles is easy using Formcut
software, which automatically generates the ideal path
based on user-specified geometry. Circle, rectangle,
ellipse, pentagon and hexagon shapes are supported
with easy definition of shape and size rotation from a
single programmed point. The cut motion start and overlap,
robot speed, timing options and corner radii are all
defined in a single cut.
The MC2000 features a 50 Kg payload, ideal for a Remote
Laser
Welding
head. When
used with
a standard
welding
or cutting
laser head,
the MC2000
offers higher
path accuracy. This
robot has a 2,038 mm
horisontal reach, a 3,165 mm
vertical reach and a ± 0.07 mm
repeatability. It is floor-mounted
and has brakes on all axes.
In addition to material cutting,
the six-axis MC2000 can be used
for laser welding and dispensing
applications. Proportional
analog generates a control
signal corresponding to
the speed of the
robot. When
used
with
dispensing
equipment
flow
controls, a
uniform
bead is
produced on
contoured
parts. The signal
is available
as an analog
voltage or
on a fieldbus
network.
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The MC2000
uses the dynamic
Motoman
DX100 controller
that incorporates
patented
multiple
robot control
technology to
easily handle
multiple tasks
and control
up to
eight robots
(72 axes),
I/O devices and communication protocols. Featuring a robust
PC architecture with unmatched memory capacity, the
DX100 uses a Windows® CE programming pendant with
colour touch screen. The energy-saving DX100 controller
features faster processing speeds for smoother interpolation,
advanced robot arm motion, built-in collision avoidance,
quicker I/O response and accelerated Ethernet communication.
Its extensive I/O suite includes integral PLC and HMI pendant
displays, 2,048 I/O and a graphical ladder editor that can
provide system level control. The DX100 controller supports
all major fieldbus networks. It is compliant to ANSI/RIA
R15.06-1999 and other relevant ISO and CSA safety
standards.
Introduces new 2-finger adaptive gripper
The innovative 2-Finger Adaptive Gripper, now available
from Yaskawa Motoman, offers unique versatility and agility
for handling a variety of parts. Ideal for a wide range of
applications including light assembly, sorting and kitting,
packaging, machine tending, bin picking and part transfer,
the new Adaptive Gripper (Robotiq) has two articulated
fingers that can adapt automatically to parts of varying size
and shape.
The Adaptive Gripper is extremely flexible and easily
handles a high-mix of part types, eliminating the need for
a tool changer and multiple tools. Compared to custom
tooling, the Adaptive Gripper reduces setup costs and cycle
time due to its short stroke and elimination of tool change
delays.
Fully programmable, the robotic gripper provides three
gripping modes (parallel, encompassing and inside) to
handle different part geometries including flat, square,
cylindrical and irregular. The Adaptive Gripper features
precise force and speed controls to enable handling parts
with different rigidities from brittle to stiff. Accurate finger
control enables fast cycle times through partial
open/closing.
For further details contact Yaskawa Motoman on
TEL: 011 608 3182

November 2012

Servo-electric press brake
introduced – Prima Power

T

he new eP-1030 press brake by
Prima Power is based on extensive
experience in press brakes and
servo electric machine tools for sheet
metal working.
The numerical control and servo drives
of the eP-1030 have been designed and
manufactured by Prima Power. They help
achieve high dynamics and consequently
short cycle times. The machine is highly
productive and energy efficient; maximum
power requirement of a 105 ton press
brake is 6 kW. Energy is used solely
during actual bending and only as much
as required.
Power transmission by a pulley
mechanism distributes force evenly over
the whole bending length and eliminates
deflection of the upper beam during
loading. The steel reinforced polyurethane

90 METALWORKING NEWS

v 11. 5

November 2012

The steel reinforced
polyurethane belt used for
power transmission
has low noise level and is
practically insensitive to wear
belt used for power transmission has low noise level and is
practically insensitive to wear.
Control or servo drives and the exceptional O-frame
design contribute to highly accurate operation; the yawning
typical of C-frames does not occur. The linear sensors used
for monitoring the position of the upper beam have been
mounted on separate auxiliary frames: positioning accuracy
is ± 0.005 mm.
The machine control features a 2D graphical interface
with a 17” touch screen. Automatic calculation function of the
bending is standard and prevents collisions. Using Autopol
programming system 3D visualisization of the work piece is
made with zoom, rotation and pan functions.
The new Block Laser version by Lazer Safe provides both
safety and high productivity. The operator can hold the work
piece close to the bending line with no effect to the fast
approach movement of the ram. Speed change point is
only 2 mm above the surface of the material.
For further details contact Forest Engineering on
TEL: 011 397 4050

Quantalube® 270XL

launched to increase
productivity & extend tool life

Q

uantalube® 270XL is a new water soluble
"super- lubricant" metalworking fluid designed for
heavy-duty grinding and machining operations.
Manufactured by Cimcool Fluid Technology, Quantalube
270XL's patented Extreme Pressure lubricant package
offers outstanding stock removal and, consequently, high
productivity increases.
This product can be used with individual machines or
central systems, and is recommended for use with carbon
steels, high speed steel, cast steels, alloy steels, tool steel,
and stainless steel. A series of extreme pressure lubricants
are activated at various temperatures to permit high
stock removals that are not possible with conventional
water-based fluids.
According to the company after making the switch to
Quantalube 270XL, many manufacturers have experienced
dramatic productivity increases and extended tool life in
traditional "heavy-duty" operations.
For further details contact Spectra Carbide on
TEL: 041 403 1500
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Mitsubishi Carbide applies AHX-W series
technology to steel and cast iron milling AHX640-S

M

itsubishi Materials AHX640-S series for steel and
cast iron milling uses technology that combines the
sharpness of conventional positive geometry
inserts with the strength and versatility of negative type
inserts proven in the AHX-W series. The overall positive
geometry also gives far lower cutting resistance than would
be possible with a true negative rake insert, says the
company.
Mitsubishi Materials' AHX-S series can machine a
range of materials from alloy and hardened steels through
to stainless and super alloys and comes in a choice of

fine or standard pitch types to suit the power available on
a particular machine. If a large number of teeth requires
greater power than available, switching to a cutter with fewer
teeth, but at a higher feed per tooth can prove beneficial,
advises the company.
Cutter bodies are available from 63 to 200 mm diameter
in both standard and fine pitch types. They are equipped
with through-coolant holes to aid chip removal and promote
longer tool life. The geometry of the 360º contact area on
the clamping face also provides the insert anti-fly component
needed for high speed production.
The novel heptagonal, 14 corner inserts are secured
with a central clamping screw. This permits a much
larger chip pocket design to cope with steel chips that
are generally longer than chips formed when machining
cast iron. A VP15TF Miracle-based coated insert with an
MP chip breaker provides the performance and reliability
needed to machine alloy steels, stainless steels and super
alloys, adds Mitsubishi.
Additionally these inserts can also be used at lower
speeds on ductile and grey cast irons. Higher performance
when machining cast irons with the AHX-S body can be
achieved by using the MC5020 grade with MK or HK chip
breakers. The inserts have a corner number sintered into
the face for ease of recognition when indexing.
Three different chip breakers are available to suit
various applications. The MK breaker with a double
positive cutting edge geometry offers low cutting
resistance, making it suitable for cast iron applications
on less rigid and older machines, and the MP breaker is
recommended for steel and super alloys and also cast iron.
The insert chip-breaker range is complemented by HK
and WK types for heavy and wiper-style machining
respectively.
For further details contact Multitrade Distributors on
TEL: 011 453 8034

High performance precision reaming with
new Sandvik CoroReamer 435 and 835

S

andvik Coromant has launched two new reamers.
The solid carbide reamers from the CoroReamer
family are the solution when high surface quality
finish and close tolerances are required. With dedicated
geometries and internal coolant, they deliver superb hole
quality and process security.
CoroReamer 435 is a versatile and high performance
reamer, suitable for a wide range of different materials.
CoroReamer 835 is for steel and stainless materials
when optimum performance is needed.
The reamers are available in spiral flute design for
through holes and straight flute design for blind holes.
The diameter range is 3.97-20 mm as standard with an
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achievable hole tolerance
of IT7.
These complement
the CoroReamer 830
used in larger diameter
applications.
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

AccuteX EDM introduces
heavy duty die sinker EDM

A

ccuteX EDM has introduced its rigid “DS-550CM”
die sinker EDM. Its XYZ working capacity is
508 x 406 x 355 mm. The work table size is
810 x 460 mm. Maximum workpiece size is
1 194 x 680 x 430 mm and this machine can accommodate
workpiece weights up to 1 350 kilograms. Accutex designed
the EDM using Finite Element Analysis (FEA) to ensure high
accuracy machining. Further contributing to its rigidity is a
heavily ribbed, high-grade Meehanite casting. Premium grade
components, such as precise drive system, linear bearings,
class 5 pre-tensioned fine finish ballscrews, and high resolution
servo motors are used, along with roller type linear guideways,
and optical scales.
Options for the DS-550 for greater flexibility include a
built-in C axis with 360-degree indexing, an automatic
electrode changer, dielectric cooler, and custom tooling
package. Customers can perform 3-axis machining in 6
directions, multi-cavity, circular, square and any angle orbiting,
internal/external spherical, and 45-degree corner
machining. Further, the EDM can do 3-axis linear machining,
2-axis arc machining, and offers helical machining electrode
compensation.

The Accutex control’s 15” industrial grade LCD monitor
is easy to read and in full colour. Its software supports
dialogue options for simple, straight forward programming and
operation.
For further details
contact EDM Shop
on TEL: 011 762 5231
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Next generation water-miscible
cutting fluids without bacterial growth

H

enkel has developed novel generation of
water-miscible cutting fluids. Normally the
tank side addition of bactericides is
unnecessary. The new Multan products are easy to
use and decrease the handling and thereby the risk
to employees.
With the novel products, Henkel has achieved a
major breakthrough and successful generation of
water-miscible biostable cutting fluids containing
a patented emulsifier-technology. Unlike previous
technologies, the new Multan products 71-2 and
77-4 avoid the normal tank side addition of
bactericides.
Conventional water-miscible cutting fluids as
used in metal machining inevitably show high
bacterial exposure due to organic substances they
contain. Though a natural biological phenomenon,
bacterial growth causes numerous technical problems
in the production process and can involve health
risks to employees. Once a certain bacterial level is
reached, this can result in the “splitting” of the cutting

Not least, uncontrolled growth of microorganisms can become
a threat to human health. As a consequence, the emulsion

Henkel is offering a solution to these problems with its
new product line that provides high performance and normally does not
require the tank-side addition of bactericide
fluid emulsion. Furthermore, bacterial metabolism results in
a drop in pH value and therefore increases risk of corrosion.
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cannot be further used and needs to be changed.
Until now, two different approaches have been
implemented in order to resolve the problem of bacterial
growth. In the case of bactericide-free cutting fluids, bacterial
growth is tolerated. Only upon reaching high bacteria
concentration a “one-shot” disinfection is implemented. This
treatment reduces the number of bacteria and the cycle
of bacterial growth repeats itself. The disadvantages of
the method, however, are that employees are permanently
exposed to bacteria and to end products of bacterial
metabolism as well as to highly concentrated biocides.
This can involve health risks to the staff. Eliminated germs
provide excellent nutrient solution for next generation germs,
which as a result makes necessary an increased frequency
of disinfection. In the case of cutting fluids containing
bactericides, bacterial growth is avoided when used
appropriately.
Now, Henkel is offering a solution to these problems
with its new product line that provides high performance
and normally does not require the tank-side addition of
bactericide.
Currently, two products of the Henkel product portfolio
feature the new technology. Generalist Multan 71-2 is
multifunctional. Due to its high lubricity, it is suitable for
coarse machining. By providing fine dispersion it also
qualifies for grinding. For high-alloy steel and aluminium
machining specialist Multan 77-4 is the ideal product that
provides extremely high lubricity.
For more information please contact Henkel Loctite
South Africa on TEL: 011 617 2400 or visit
www.loctite.co.za

Doosan DNM 750L
vertical machining center,
bigger and stronger
than ever before

D

oosan’s new DNM 750L features the
power to cut deep into tough materials,
the rigidity to hold tight specs, and the
ize to produce precise parts within its
2 160 x 760 x 650 mm machining envelope.
Its heavily ribbed, one-piece bed resists
deformation often caused by heavy cuts.
A fine-grain Meehanite casting helps dissipate
heat and dampen vibration. Large, four row,
roller-type linear guideways enable high speed
movement along the machines’ three axes,
while preserving the rigidity needed for
+/-0.05 mm full-stroke positioning and
+/- 0.02 mm repeatability. The 2 160 x 760 mm
table supports a hefty 1 800 kilograms.
The machine’s 8 000 rpm (12 000 optional)
40-taper spindle is supported by four permanently lubricated
bearings. The bearings are ceramic to prevent thermal
growth.
A 18,6 kilowatt AC motor transmits power through cogged
belts to eliminate slippage, promote thermal stability,
and minimise vibration. Feeding the spindle is a 30-pot,
ATC with a random-access, double–arm tool changer.
Tools are secured with a dual-contact Big Plus tooling
system, and it achieves a quick 1.3 second tool-to-tool
change time. With an attached encoder, rigid tapping is
standard.
Each axis is driven by a high precision, double-nut ball
screw. The ball screws are positioned between the
guideways, and supported at both ends by angular
contact thrust bearings. The ball screws are attached

directly to the servo drive motor.
This design eliminates gears and belts, assuring
maximum power while eliminating backlash.
A dedicated 230 psi positive displacement pump
delivers coolant directly to the tool tip. This allows the
DNM 750L to maintain more aggressive speeds and feeds
throughout the cutting process, and eliminates the need
for stopping to clear the coolant nozzles. A 477 litre tank
provides an ample supply of coolant, and is isolated to
prevent heat transfer.
For further details contact Puma Machine Tools on
TEL: 011 976 8600

Turn-Mill offers live tooling,
box-way rigidity - Samsung

S

amsungs’ SL-20MC is a compact turn-mill
designed for heavy and uninterrupted cutting,
long-term high accuracy and superior
finishing.
Featuring box ways and live tooling, Samsungs’
SL-20MC is a compact turn-mill designed for heavy and
uninterrupted cutting, long-term high accuracy and
superior finishing. According to the company, the high-speed
turret and fast rapid traverse minimize downtime,
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while milling and drilling capability reduces the need for
secondary machining.
The gearless main spindle, three-point ballscrew
supporting design and AC servomotors are said to ensure
accuracy by reducing vibration, backlash and thermal
deformation. The machine has an 8" chuck and a spindle
speed of 4,000 rpm.
For further details contact Samsung Machine Tools
South Africa on TEL: 011 392 1949

Kaltenbach’s KC 1201
coping robot

T

he KC1201 was specifically developed for the coping
of H-profiles, U-profiles, L-profiles, flat material
and rectangular tubes. The robot of the German
manufacturer Kuka works extremely flexibly with the
data technology of Kaltenbach, which is precisely aligned
to steel profile machining. Compared to manual coping the
operating costs are substantially reduced.
The Robo-Cut-Manager software allows 3D display of
workpieces, with simple importing and exporting of data
from all major CAD (Computer Aided Draughting)
systems like Tekla, StruCAD and Bocad. Partial
programming possibilities are provided via numerical
control (NC)-DSTV format files, an integrated draughting
program or macros.
The Kaltenbach KC 1201 coping robot has a compact
design and comprises a six-axis robot arranged vertically on
an overhead gantry. Extended operating range is provided by

moving the robot transversely to the workpiece, on the
linear bearings, in an additional horizontal 7th axis.
Material positioning is provided on an 8th axis by combining
the robot with the M 158 G-NC pusher-type length measuring
system.
The KC 1201 provides the user with high levels of
repeatability and accuracy, using a hydraulic, horizontal
workpiece-clamping device. The clamping device is
integrated at the front and back of the work area, within
the roller conveyor section. It has integral vertical guide
rollers that secure the workpiece in position during the
handling process.
A laser system is fitted adjacent to the cutting torch
to measure the form and positional tolerances of the
workpiece before the gas cutting process begins. The laser
system provides comparisons of the target and current
geometrical data within the Robo-Cut-Manager’s window
of tolerance.
The autogenous gas torch is mounted in the robot arm.
Automatic ignition is provided via a pilot burner within the
gantry. As an option, Kaltenbach can equip the KC 1201
with a high-performance plasma torch.
Safety remains a priority for all Kaltenbach-engineered
machines. The robot area of the KC 1201 is protected
within a safety enclosure, complete with lockable door to
DIN EN 775 standards and a spark collector. In addition,
the enclosure can be connected to an exhaust and filtration
system, making it perfect for use with the plasma cutting
option.
The KC 1201 is extremely versatile and allows for
various processing modes including straight cut, web flange
mitre or combined mitre; circular and slotted holes;
bevelling on smooth cuts; chamfers (welding edge
preparation); longitudinal cuts and castellated beams.
For further details contact First Cut on
TEL: 011 614 1112

Waterjet cutting systems available
with three to six axis

K

nuth Machine Tools has introduced a new line
of waterjet cutting systems with three, four, five,
or six axis. They are available in flying-bridge and
gantry styles in 1,2 x 1,2 m, 1,5 x 3 m, 1,8 x 3,6 m, and
6 x 12 m sizes.
Optional features include multiple cutting heads,
sludge removal systems, water filtration systems,
dual-table/dual-bridge designs, and a variety of pump
options from KMT Waterjet Systems.
The flying-bridge machine features an independent
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steel tank with a 8 mm thick bottom, ball screw transmission
system with linear guideways and auto lubrication, highly
engineered table design, and 0.07 mm accuracy. The gantry
machine features independent frame and tank design,
500 mm I-beam construction with a 10 mm thick bottom,
ball screw or rack-and-pinion drive, highly engineered
table, double way and ball screw covers, and 0.025 mm
accuracy.
For further details contact Knuth South Africa on
TEL: 011 397 8240

End machining center
for tube and bar processing
Integrated sawing and end machining centre EM80 from BLM Group.

B

LM Group’s
EM80 is a
combined
automatic sawing
and end machining
center for tube and
bar processing.
The integrated
CNC end machining
center is able to cut,
chamfer, face, bore,
thread and profile
workpieces.
It operates in several
stages. The first is
for cutting the tube
or bar to length,
the second is for
turning operations
such as roughing
and finishing, and
the third is for boring,
tapping or measuring
(with part washing
between).
The machine
comes with a bundle
loader that can
handle as much as
4,000 kg and can be
loaded at any time
during the operation.
A conveyor brings
the parts toward a
two-position chute
to be dropped into
the appropriate bin.
The conveyor also
handles chip removal.
The machine is
capable of handling
tube diameters from
10 to 80 mm,
wall thickness from
0.8 to 12 mm, solid bar
from 10 to 60 mm and
bar stock lengths from
2,500 to 120,000 mm.
The blade cutting speed
is between 20 m/min.
and 450 m/min.
For further
details contact
BLM South Africa on
TEL: 011 873 7676
METALWORKING NEWS

v 11. 5

November 2012

99

Walter Titex X•treme Inox solid carbide
drills deliver superior performance in
stainless steel drilling

N

ew drills from Walter are specially engineered to tackle
stainless steel and other ISO M materials.
Walter has introduced the Walter Titex X•treme Inox,
a high performance solid carbide drill with internal coolant and
special coating, designed to tackle stainless steel and other
high-alloy ISO M materials.
The X•treme Inox advantage begins with a tip geometry
that has been specially adapted to these materials, reducing
the cutting forces and minimising the otherwise frequent
formation of burrs. A multilayer TiAlN tip coating maximises
tool life while minimising adhesion. A high degree of process
stability is ensured thanks to the superior stability of the
X•treme Inox’s main cutting edges, and the drill’s new
flute profile. The coordinated margins ensure
minimal friction against the hole wall, while
correct operating temperature is made
possible through the internal coolant supply
characteristic of the universal drills in the
X•treme series.

These properties and features work together to produce
excellent hole quality when drilling stainless steel, along with
a high degree of process reliability and feed rates up to 50%
higher than those obtained with other universal solid carbide
drilling tools.
Walter supplies the Walter Titex X•treme Inox drill in
diameter ranges 3-20 mm, and in standard lengths up to
5xD. Additional lengths of up to 12xD and stepped tools
are optional. Typical applications for the Walter Titex
X•treme Inox drill
can be found in
the aerospace,
chemical, and
medical device
industries,as well as in
the production of food processing
equipment and in general metalworking.
For further details contact Spectra Carbide on
TEL: 041 403 1525

Introducing the “Kennametal Innovations”
iPad® application

I

ndustrial technology innovator Kennametal unveiled a
new iPad application. The “Kennametal Innovations” app
features interactive, cutting-edge animations and real-world
demonstrations of Kennametal’s productivity-enhancing
technologies for machining and industrial processes.
The new app provides an engaging experience for
manufacturers to learn how Kennametal increases uptime
and performance, including proven platforms and engineering
knowledge for diverse machining and production processes.
The easy-to-use “Kennametal Innovations” app is free to
download from the iTunes™ App Store and contains some of
the company’s latest metalworking tooling technologies.

The app’s simple navigation makes it easy to search via
keywords to find specific tooling solutions and product groups.
Some key features are:
• Product animations provide clear visual representations
of processes with direct links to detailed information
• A navigation map offers drop-down menus with 		
supplemental information, including expandable and
customisable, charts and graphs
• User-driven navigation with selectable data provides
quick, convenient comparisons to complimenting and
competitive products
• Demonstrations and application videos provide
valuable, real-world experience of
the tooling technologies in actual
use.
Kennametal plans to
release a version of the
“Kennametal Innovations”
app for Android devices in the
future.
For more information
contact Kennametal
South Africa
on TEL: 011 397 3540
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New metrology DRO for manual
measurement systems - Heidenhain

T

he new ND 120 Quadra-Chek metrology digital readout
(DRO) from Heidenhain is designed specifically
for manual measuring machines such as optical
comparators and measuring microscopes. As an offshoot of
Heidenhain’s ND 1200 Quadra-Chek, the ND 120 offers
most of the functionality but at a lower price point.
It supports two- to three-axes with the third axis switchable
between linear or rotary.
The new ND 120
Quadra-Chek has a monochrome
flat-panel screen for displayed
values, measured features, and
graphical displays. It combines
the robust design and hardware
of Heidenhain’s machine tool
DROs with the software and
functionality of the Quadra-Chek
metrology units. The rugged
die-cast aluminium enclosure
makes the ND 120 perfect for
harsh factory floor environments
where production control takes
place. Meanwhile, the capability

to measure and tolerance points, lines, circles, distances,
and angles makes the ND120 well suited for the demands of
metrology.
The appropriate combination of defined function keys
and context-dependent soft keys provides the user with a
clear overview and a simple-to-use system. The user friendly
GUI follows previous Quadra-Chek software, providing users
with a simple, convenient, cost effective digital readout.
Finally, to keep up with
market demands, the
ND 120 is capable of direct USB
communication with a computer.
This feature allows for easy
storage of data and convenient
interfacing with any current
computer the user may have. In
keeping with Heidenhain tradition,
the ND 120 offers reliability
and ease of use now in a more
economical package
For further details
contact Mafema Sales on
TEL: 011 314 4416

KOMET KomTronic® U-axis systems
with direct encoder
Maximum repeat accuracy.

A

s an option, Komet KomTronic® U-axis systems can
also be equipped with a direct
encoder as an alternative to the
conventional indirect encoder. It can
be used as a modular component
and significantly improves repeat
accuracy.
The standard version of the
mechatronic Komet KomTronic®
U-axis systems is equipped with an
indirect encoder that is integrated in
the drive unit. The Komet Group has
also developed an optional direct
encoder. It takes into consideration
the mechanical disturbance variables,
i.e. the motor shaft, the transmission
and the threaded spindle. The direct
measurement system now allows
measuring directly on the slider,
followed by a reaction with the
control system. Although precision
was already high, this still
constitutes yet another significant
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improvement in repeat accuracy. This is associated with
better compensation methods in
the event of wear. If both encoders
for indirect and direct position
measurement are combined, the
position difference and the backlash
can be observed over time, meaning
that it is even possible to set up
a wear (i.e. condition) monitoring
system.
This optional type of encoder
can be selected by the user
depending on requirements.
It is a modular component in the
construction kit of the Komet
KomTronic® U-axis systems.
A description of the design and
usage options of the tooling
systems of the Komet Group
can be found at www.kometgroup.
com/en/mechatronic.
For further details contact
Multitrade on TEL: 011 453 8034

Vardex's TM solid line

T

he fast moving, mass production manufacturing lines of
the automotive industry require quick delivery, on the spot
responses and the speedy supply of products. In order to
reduce production costs, Vardex's TM Solid line offers a number
of flexible and creative special-purpose tooling solutions
specifically designed to meet the needs of this industry.
The MilliPro HD is suited to producing small threads from
2mm (M2x0.4 – No 2-56 UN) in hard materials up to of up to
62HRc. The Millipro HD is designed with four to six flutes and
two teeth – one tooth for roughing and the second for finishing.
These features reduce the workload and therefore increase tool
life. The MilliPro HD is available from stock in the most popular
thread profiles and pitches, and for thread length applications
two- and three-times diameter.
Vardex's Helical and Helicool helical fluted thread milling
tools are also suited to the needs of the automotive industry.
The Helical is an economical tool, without cooling, designed
for a wide variety of thread milling jobs for the external range
(M3x0.5 to M14x2.0), and internal range (M3x0.5 to M24x3.0).
The Helicool, specifically designed for heavy duty applications,
can produce threads from 3mm (M3x0.5 – No.10-32 UNF) and
features axial cooling through the center of the tool to produce
high-quality holes.
The HTC Thriller enables drilling, chamfering and thread
milling to be performed with one tool thus enabling users to
reduce both overall machining times and tooling costs! It is

available as a
two-flute tool for M6 to
M12 thread diameters,
to produce pitches
of 1mm to 1.75mm,
and is supplied in two
carbide grades (VTN and
VTS) for thread length
applications up to
2.5 times diameter.
Through-tool coolant is
another feature for better
chip evacuation and
cooling the cutting area.
The TM Solid line
also includes tools
for deep threading
applications - for the
internal range
(M5x0.5 to M20x2.5) with thread lengths of maximum three
times diameter; and straight-fluted tools for normal use
applications - for the external range (M3x0.50 to M64x6.0) and
for the internal range (M4.5x0.75 to M64x6.0).
The Vardex range is manufactured by Vargus LTD.
For further details contact Pilot Tools on
TEL: 011 607 1818
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Hardinge announces new member
of the T Series family

H

ardinge Inc. (www.hardinge.com) a leading international
provider of advanced metal-cutting solutions has
announced the release of their newest and most
advanced CNC machines, the T-51 and T-65 Super-Precision®
and high-performance turning centers.
The release of this new model T-Series machines follows
the very successful introduction of the T-42 turning center.
Like the T-42 the new T-51 and T-65 machines are the
culmination of many years of Hardinge expertise in
Super-Precision® and high-performance turning.
The T-51 and T-65 are ideal for two axis high precision

machining or complex multi-tasking operations that
require a high level of precision, delicate part handling and
parts made complete in a single setup.
High-performance and Super-Precision® machine
packages are pre-configured with their most popular features
allowing users to select the proper machine tool configuration
and precision level to produce parts in the most effective,
accurate, and profitable manner. Packages are available to
choose from with features that include but are not limited to:
Live Tooling with C-axis, sub spindle, Y-axis, main spindle parts
catcher, and their unique sub spindle parts catcher designed
for removing delicate high precision parts with critical surface
finish requirements without damage to the part.
The Hardinge T-51 and T-65 machines feature:
• 5 000 rpm, 50 mm bar capacity, 15 kilowatt,
collet-ready spindle
• 12 turret stations (all live tooling capable)
• Hardinge exclusive Harcrete® reinforced cast iron
base for unmatched stability
• Custom macro B
• Linear glass scales on each axis
(Super-Precision® models)
• Wide range of options such as sub spindle,
live tooling and Y-Axis
• Fanuc 31i Control
For further details contact F & H Machine Tools on
TEL: 011 397 4050

Toolholders for high precision
milling machines

T

he Rego Plus product series includes a
full line of ER system toolholders, as
well as a full line of powRgrip system
toolholders. All products in the line are
made by Rego-Fix at its Switzerland
manufacturing facility and hold to the
strict Swiss standards that the company
is known for.
Additionally, the Rego Plus line offers
several advantages to manufacturers working
with high precision milling machines equipped
with the BIG PLUS system. These include better TIR,
improved tool rigidity, increased quality of surface
finishes and higher machine accuracies. All Rego Plus
products are designed for form B coolant and accommodate
through-the-taper coolant as a standard feature.
The company’s Rego Plus products are designed for
manufacturers working with high precision milling machines
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equipped with the Big Plus system.
Licensed by Big Daishowa, the
dual-contact products are
compatible with all Big Plus
spindles and include a full line
of ER and powRgrip
system toolholders.
According to the
company, these
products offer
increased TIR,
tool rigidity,
quality of
surface
finishes and
machine accuracies.
For further details contact Star Tooling on
TEL: 011 818 2259

