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Good riddance to 2013. A year to forget. 

Welcome 2014. May you all have 
a wonderful year.

Couldn't agree more!

2014 has to be an improvement!

So absolutely agree, awful year 2013!!

These are just a few of the comments  
I read via friends’ social media  
messages. Wow I thought – was 2013  

that bad? Obviously yes if I judge it on these 
comments made by a small selection of friends 
that have careers in a cross-section of the  

economy. I would be a fool to disagree with them as I do concur that  
2013 was a tough year. 

However if you look at the index, South Africa’s JSE all share index (Alsi) 
in 2013, which was hampered by another brittle year in resources and a less 
than inspiring year in retail and property,  it returned 21,4% according to the 
official factsheet. 

This is compared to 32,1% in 2009, 19% in 2010, 2,6% in 2011 and 
26,7% in 2012. I am no financial wizard but I would say that these are not bad 
returns if you relate it to the interest rates that you are getting from your bank. 

A notable standout is 2011 and maybe we should look back and  
asses what happened that year because, according to the JSE all share index, 
it was a tough year and far worse than 2013. Possibly it was the bringing  
back to reality and the aftermath of the World Cup 2010? 

While the average person may be making resolutions to stop smoking  
or exercise more, financial commentators and pundits have been busy  
putting together their predictions for 2014. Some are predicting that the  
JSE overall index could reach record highs over the next four years but any  
number of factors could blow the predictions off course, including energy  
prices, inflation, the petrol price and of course the economies of the  
US and China.

I am certainly looking forward to 2014 – especially as I have finally  
taken the leap and increased Metalworking News’ visibility by extending  
it to the web with the launch of its own dedicated website  
(www.metalworkingnews.co.za). The website includes the latest issue  
and archives of the publication in both digital and PDF format to download,  
news, industry events, international and local exhibitions, international  
and local associations, with links and contact details provided for you to 
research further.

The Metalworking News website is packed with information that you  
need at your finger-tips, is interactive and easy to negotiate. Large high  
quality pictures, that download in seconds, are a feature of the website.

The website, which went live on the 1st January 2014, also offers you a 
number of opportunities to extend your company and brand/s to a worldwide 
audience. Full details can be found further on  
in the magazine. 

No matter what, let’s make 2014 a fruitful,  
positive and happy year.

EdITOR’S   cOMMENT
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We have all read the articles about consumer 3-D printing  
changing the world and endured their far-reaching 
claims about inexpensive 3-D printing technologies.

As serious engineers, designers and manufacturers, these 
claims, written by people who know very little on the subject of 
industrial 3-D printing, can be irritating, to say the least.

I mean, this world of consumer 3-D printing seems far 
removed from our serious worlds of manufacturing, right?

Wrong.
Or perhaps I should say, not wrong but not quite right, either.
While we are all in the business of serious manufacturing,  

I think the developing consumer 3-D printing market has a 
group of related roles that we should not ignore.

These roles are:
• Learning to design for 3-D printing
• Teaching kids and students about 3-D printing
• Just 'making things.'

(Now in the interests of openness, please remember I work 
for a company that delivers 3-D printing to all levels, consumer 
and prosumer through to high-end industrial, but I do believe 
that these worlds of 3-D printing are set to converge in a way 
none of us would have thought possible a few years ago.)

Design for 3-D printing
Currently consumer 3-D printing has been pretty much limited  

to the extruded, hot plastic variety, but this situation will change 
as patents on better 3-D printing technologies expire.

In addition, print quality in the current consumer and prosumer 
market is increasing quickly while prices systematically drop.

Production, at industrial levels, using 3-D printers, is such a 
huge paradigm shift that everyone, designers, production  
engineers, etc., has to learn an adapted set of skills to deal with it.

As engineers, we all need to learn how to design for 3-D 
printing, and starting with a much more affordable printer can 
be a very efficient step towards achieving this.

Design for 3-D is noticeably different than design for  
(traditional) manufacture.

If you can combine several parts into a single part on a 3-D 
printer, then the need for weldments and bolt holes on those 
parts has gone. Then you might also be able to rethink a part in 
an entirely new way that is not predicated on draft angles, lifting 
bodies, seams, voids, etc.

In fact, various 3-D printing technologies allow you to totally 
change designs so that trapped volumes (voids) can be built 
directly into a solid part during the build, or parts within the 
part – something totally impossible to manufacture traditionally 
– can be created.

Do note, however, that different kinds of 3-D print technology  
can achieve different kinds of parts: SLS (Selective Laser 
Sintering) does well at producing complex parts, with internal  
voids and related parts as a part of the single assembly. Because  
it uses a powder bed, which acts as a natural support for the 
parts, it means that external supports are not needed. These 
kinds of parts typically do not work as well in extruded plastic 
printing and even SLA printing requires supports for the parts.

But, even simple, consumer-level 3-D printing can teach 
you and your engineers a lot about your design using additive 
manufacturing and also allow you to test out a 3-D model prior 
to getting serious about production.

3-D printing for students
There is no doubt in my mind that access to affordable, 

easy-to-use 3-D printers in schools, classroom environments 
and at home will change the future for kids and students.

The 3-D software tools currently being released that  
encourage accessibility to working and thinking in 3-D are the 
key enablers of this, and will allow kids to start to understand 
how to think in 3-D, and then make things.

Since the consumer technologies are focused on plastic 
extrusion for now, then yes, you will probably see a lot of toys 
and brightly coloured plastic bracelets at first. But as the kids 
develop in their 3-D thinking, and as the affordability of 3-D 
printing grows, then you will start to see amazing things.

These kids exposed now will be thinking in 3-D a lot earlier. 
They have not been told it's difficult or impossible and so the 
traditional boundaries will not be built for them compared to the 
older engineers such as me.

Giving kids the tools of the future now is vital to pushing the 
limits of manufacturing.

For me, I also see the future: the demand for 3-D software 
modeling professionals is on the rise in many industries and 
having skills in 3-D at any level will make a student yet more 
employable when they graduate school in a few years. (Yes, 
some students will be at a lower-level of 3-D skills, but others 
will rise through every level to PhD.)

The main thrust, though, should be about inclusiveness of 
getting kids to think in 3-D, not about exclusivity.

Just 'Making Things'
All you design engineers out there have watched jealously 

as the machinist on the shop floor just grabs a piece of scrap 
metal and makes a trinket or a fixture, something he thought 
was fun or helpful, on a CNC machine.

While you are quite skilled in designing it, he gets to actually 
make things, and yet there never has been an easy way for you 
to just make something unless you invest in that home CNC mill 
for several thousand dollars.

3-D printing at a consumer and prosumer level changes that.
Yes, you might be limited to plastic parts for now, but at 

least you can have a go at making something you thought of.
One of our engineers has found that his simple design of a  

cable holder for your desk, easily printed out on a Cube 3-D printer,  
has allowed him to find all sorts of new friends in the office.

He is satisfied that the design was his own and that he got 
to see it through to completion – and the surprise on his team 
members' faces as he helps them organize the cables on their 
desk simply enhances that effect.

So don't dismiss consumer 3-D printing. It might seem too 
simple, maybe beneath your engineering expertise, but it is 
already catching up and can help change the way you, your 
bosses and your kids think.

VIEW   POINT

Consumer 3-D printing -  
Does it matter to hardcore manufacturing? 

This is the viewpoint of Jim Williams, the vice president of Aerospace & Defence, MANTEC & Program Development at 3D Systems.

It might seem too simple, maybe beneath your engineering expertise, but consumer-level  
3-D printing can help change the way you, your bosses and your kids think.
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INduSTRy   NEWS

cover story

It’s an extraordinary time for the world land speed record, 
with a number of teams aiming to run the world’s fastest car 
in the next few years. This level of record-breaking activity is 

very rare – it happened in the 1930s, and again in the 1960s, 
but since then it has been very quiet. Suddenly, we’re entering 
another ‘golden age’ for the world land speed record.

The current world land speed record stands at 1 227.9 km/h,  
as set in October 1997 by British Royal Air Force pilot Andy 
Green driving the jet-powered Thrust SSC. Green is looking 
to break his own record and has a new team and a new car 
behind him.

The car he plans to use is the Bloodhound SSC, which in 
addition to a jet engine comes with a rocket-propulsion system 
that Green hopes will take him to a top speed in excess of 
1,600 km/h. The team behind the Bloodhound SSC is  
predicting a speed of 1,680 km/h!

Getting anywhere close to 1,600 km/h on land will be a 
monumental achievement. The only other manned vehicles 
capable of those speeds within earth’s atmosphere are  
military fighter jets, although none can do this speed close to 
the ground where the air is thicker. 

Fast jets typically take 10 years to design, with a team of 
several thousand engineers exploiting vast accumulated  
knowledge and budgets of tens of billions of dollars. 
Bloodhound has a team of just 60 and only what funds it  
can acquire through sponsorship.

Testing of the Bloodhound SSC will get underway in the U.K. 
early next year before the team finally heads to Hakskeen Pan, 
South Africa in late 2015 for the attempt – where the car can 
be run on a stretch of desert that's 3.2 kilometres wide,  
19.3 km long, and perfectly flat.

Bloodhound programme director Richard Noble says the 
supersonic car (SSC) will only start its test runs – some of 
which may already break the current 1 227.9 km/h land-speed 
record – at South Africa’s Hakskeen Pan, in the Northern Cape, 

in the third quarter of 2015, with the big 1 600 km/h run 
slated for 2016.

South Africa has the biggest and firmest dried-out lake bed 
in the world in Hakskeen Pan – and it is pretty flat too. To put 
it in numbers, the total variation in elevation over the two km 
strip is a mere 61 mm.

Following doubts over whether the car would be ready in 
2014 for the start of testing, Noble and his team decided to 
rather extend the R515 million programme by one year.

It is not simply a question of putting the car on its wheels 
and gunning for the 1 000-mile-an-hour mark immediately – 
which will be a 30% improvement on the current record or, to 
put it in context, faster than the bullet from a .357 Magnum.

Breaking the land-speed record takes months of testing 
and fine-tuning, a process Noble should be familiar with, as he 
managed the programme that set up the current record.

The Bloodhound is a jet- and rocket-powered car with a 
slender body, around 14 m in length, with two front wheels  
situated within the body and two rear wheels mounted  
externally within wheel fairings.

It weighs more than seven tons and the engines produce 
more than 135 000 hp, which is more than six times the power 
of all the Formula 1 cars on the starting grid put together.

The Bloodhound is a mix of car and aircraft technology, with 
the front half a carbon-fibre monocoque, similar to a racing 
car, and the back half a metallic framework with panels like an 
aircraft.

It is named after Bloodhound aerodynamics chief Ron 
Ayers’ first missile, the Bristol Bloodhound 2, a surface-to-air 
missile that would accelerate from standstill to Mach 1 in  
2.5 seconds – another impressive number.

The Bloodhound is being assembled at the Bloodhound 
Technical Centre, in Avonmouth, Bristol, in the UK. The first 
metal for the manufacturing of components was cut back in 
2011.

Picture courtesy 
Curventa and Siemens

This month’s cover features Stillam CNC Programming Solutions,  
the Sub Saharan distributor for Edgecam (which has been used in  
machining components for Bloodhound SCC world land speed  
record attempt), Alphacam, Cabinet Vision and Radan  
sheet metal CAD/CAM software.

Extraordinary time  
for the world land speed record
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“It took 55 engineer years of research to get to the detailed 
design of the car,” says Noble.

“Having moved into our new facility in Bristol, the build is 
progressing well. The next few months will see the lower  
structure and monocoque completed and the upper structure 
being built on the assembly fixture,” adds Bloodhound chief 
engineer Mark Chapman.

“The car has been designed so that the assembly is  
modular, and while the main structure is coming together,  
the suspension and rocket modules can also be worked on.”

Chapman says the biggest challenge in building the car  
is timing.

“We don’t have the luxury of completing the whole car 
design before parts are issued for manufacture, so, from now 
till the car rolls out in 2015, there is a challenge to balance the 
release of data for the long-lead manufacturing parts, and to 
keep the build team supplied with all the parts they need just 
in time to meet the plan.”

There are around 160 companies supplying parts to the 
Bloodhound project.

The first low-speed runs of the Bloodhound will be on a  
runway in the UK towards the end of the second quarter of 
2015. These runs will be limited to around 350 km/h and  
“are principally to perform a shakedown of the vehicle  
systems,” says Chapman.

Following the UK test runs, the car and its immediate 
support equipment will be shipped by air to Upington, in the 
Northern Cape. The remainder of the technical camp will  
have already been shipped by sea, and will be set up on 
Hakskeen Pan, awaiting the arrival of the car.

Edgecam CNC software involvement
An essential part of the assembly holding the rocket motor 

in place when the Bloodhound supersonic car travels at over 
1,600 km/h during its bid to break the World Land Speed 
Record in 2016, has been made using Edgecam CNC software.

“The accuracy of Edgecam’s toolpaths was vital in allowing 
us to achieve the extremely tight tolerances required,” says 
Andrew Wright, production engineer at the Sheffield-based 
Nuclear Advanced Manufacturing Research Centre (Nuclear 
AMRC). The Nuclear AMRC manufactured the rear sub-frame 
for the car, a large complex assembly, which sits inside the 
exterior Titanium skin.

Bloodhound also aims to excite young people about  
manufacturing and engineering. The car is a mix of  
automotive and aircraft technology, powered by the engine 
used in the Eurofighter Typhoon aircraft, along with a hybrid 
rocket. 

The body and chassis are relying on a range of advanced 
design and manufacturing techniques, including a specific 
production engineering solution with Edgecam that prevented 
distortion of the rear sub-frame sidewall structural panels. 
The 1.6 x 1 metre panels were produced by the company on 
its Starragheckert HEC 1800 large format horizontal boring 
machine. They have to mate up with other parts in the rear 
assembly which are vital in keeping the rocket pointing  
perfectly backwards and providing downward thrust when 
RAF fighter pilot Andrew Green drives into the history books in 
South Africa in 2015 and 2016.

While the typical machining tolerance for milling was  
+ or – 0.1 of a millimetre, some of the wall thickness  
tolerances were + or – 0.05, and hole diameters down to  
+ or – 0.025. 

“The original billet of aerospace grade 7075 aluminium  
was 80 mm thick, and the finished component is 20 mm,  
with some minimum wall thicknesses just 6 mm.  
Removing such a large amount of material while maintaining 
the flatness and shape of the component over that size  

and  
envelope  
of  
machining, 
was quite  
a challenge,” 
explained 
Wright. 
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Couple that to the fact that the billet was only around  
30 mm longer and wider than the finished part, and it is easy 
to see why Andrew Wright’s experience in finding correct  
production engineering solutions across a variety of projects, 
was essential.

“My main concern when I started programming was that 
the part would distort and we’d struggle to maintain wall  
thicknesses. If some of the walls became too thin, the  
component may not have been strong enough.” But he says 
Edgecam’s roughing strategy and profiling cycles were perfect 
for his solution. 

“We used a three-side machining strategy of roughing one 
side out, rotating the component and roughing the opposite 
side, then we released it and reclamped it to finish machining 
that side. We turned it back round again to finish the side we’d 
started cutting originally. That way we minimised distortion and 
any chance of having the walls too thin.”

“I built the machine setup in a 3D design package and 
Edgecam allowed me to import this directly into the system. 
This included the part model originally supplied by Bloodhound 
in NX format, the modified stock model and all clamps and 
fixture elements. Edgecam’s ability to 
read a wide range of model formats 
and to handle assemblies was  
invaluable, with multiple setups of  
the part required.”

“While utilising some 3 + 2  
operations, much of the work was 
3-axis milling, contour and profile  
milling, with 4th axis rotation to reach 
additional features. We set multiple 
datums, and indexed between those 
datums all within the same set-up.  
I built as much of the manufacturing 
process as possible into the  
Edgecam part files before taking it  
to the final simulation.”

“Edgecam tailored the toolpaths 
exactly to the features we needed to 
machine, particularly when it came  
to leaving extra material for  
clamping. With scant excess material 
on the length or width of the billet, 
clamp areas were required which  
were removed later. The toolpaths  
were customised around the clamp 

areas and extra geometry 
added. Edgecam gave us 
perfect toolpaths which 
allowed us to cut very  
accurate profiles.”

“With the difficult shape 
of the component and small 
amount of stock material, 
Edgecam’s ability to tightly 
control the link moves and 
feed in / out moves between 
sections, enabled us to  
produce smooth and 
safe transitions between 
machined features and 
areas.”   

“For the main  
machining we kept the  
cutting tools, all of which 
were supplied by Sandvik, 
down to a minimum. As we 

were looking for a secure and accurate process rather than a 
high productivity operation I only used three cutting tools to do 
most of the milling – a solid carbide end mill, a solid carbide 
ball nose end mill to finish the profiles, and a chamfer mill to 
deburr as much of the component as possible in the machine, 
which reduced manual handling.”

“Edgecam’s Code Wizard was another big plus for us, so 
much so, that we could not have produced the components in 
the allotted time, without it.” 

“As we were using a brand new machine we only had  
a simulation post processor for its predecessor, the  
Starrag 1600. But Edgecam made it very easy to create, in 
effect, a daughter post processor for the new 1800.”

“We created the code using the 1600 post processor, ran 
a simulation and then re-processed the file for the 1800 with 
minimal changes. This gave me absolute confidence in the 
toolpaths going down to the shop floor without having to do 
too much on machine prove-out, knowing that the X Y G-code 
wasn’t affected between the two simulations.” 

For more information contact Stillam on  
TEL: 011 663 2600 or visit www.stillam.com

Picture courtesy Curventa and Siemens
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The Metalworking News publication has been extended 
to the web with the launch of its own dedicated website 
(www.metalworkingnews.co.za) where you will find many 

more exciting features. The website includes the latest issue 
and archives of the publication in both digital and PDF format 
to download, news, industry events, international and local 
exhibitions, international and local associations and contacts, 
with links and contact details provided for you to research 
further.

The Metalworking News website is packed with information 
that you need at your finger tips, is interactive and easy to  
negotiate. Large high quality pictures, that download in  
seconds, are a feature of the website.

For the last 12 years the Metalworking News magazine  
has built a reputation in the  
market whereby it actively  
introduces prospects to  
information and products they 
need to know while at the same 
time building brand impression 
and recognition. It is known in 
marketing terms as ‘Push Media’ 
and still dominates. Readers turn 
to Metalworking News to learn 
about things they did not know.

Why building your brand  
in print matters

Throughout the industrial 
buying cycle, brand recognition 
and brand reputation is critical; 
particularly during the research 
and consideration phases.  
Brand is the first factor used  
by industrial buyers when  
evaluating and compiling a list  
of prospective suppliers.  
Prospects have immediate 
requirements, and are actively 
seeking solutions.

Why extending your brand 
online matters

With the prospect now in control of the information  
gathering process, Pull Media now becomes most important. 
Brand is a primary influence on where and at whom they look. 
However Pull Media provides prospects with information they 
know they need, but are not sure where to find it.              

Online research is a key part of the industrial buying  
cycle, particularly during the consideration and selection  
stages. Metalworking News Online is where buyers search, 
research and learn about new product technology and new  
process innovations. Aligning your message with the areas 
where prospects are likely to look for technical solutions  
is the essence of contextual advertising and brand  
development. 

www.metalworkingnews.co.za puts your company in front 
of prospective buyers at a time when they are looking for the 
specific solutions you offer. 

Online advertising opportunities
Extend your brand and put your message in context and 

receive the actionable results needed to grow sales while  
expanding your brand’s digital presence. There are number  
of banner advertising opportunities - Home Page, Front Pages 
and Sub Pages - where your company logo can appear. Once  
a viewer clicks on your banner they will immediately be  
redirected to your own Home Page, which will be hosted on  
the Metalworking News website. Your Home Page will  
consist of your company logo, full contact details including 

your website address and any 
other addresses of companies 
that your company is linked to, 
a Company Profile and pictures 
of the products that you sell or 
manufacture.

Other opportunities
Metalworking News Online 

will give coverage of all the 
latest events, open houses, 
demonstrations, discussions, 
seminars and more. It will keep 
you up-to-date with vital industry 
developments. Whether  
lowering the cost of production 
with innovative new machine 
tools or hearing first-hand  
from experts about solving  
measurement challenges,  
Metalworking News Online  
will ensure that prospects  
are always informed about  
the events vital to your  
business. Take advantage of 
reaching these prospects  
by being part of Metalworking  
News Online. 

Job market
Too many times we hear gripes of “I cannot find the  

right person”, or “I advertise in the local newspaper and  
my inbox is flooded with emails from the wrong applicants”,  
or “the recruitment agency does not understand my  
business and wastes my time with sending the wrong  
applicants”.

Metalworking News Online is a platform for you that  
is dedicated to finding someone suited to your business,  
whether it is a designer, machine minder, foundryman,  
tool & die maker, applications engineer or a sales manager  
in the niche area of metalworking. Contact us and we will list 
your advertisement.

Visit www.metalworkingnews.co.za and see how you can reach a wider market!

Metalworking News 
launches its own website
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Supplier activities and services listings
These sections will list a comprehensive collection  

of companies that supply and service the various activity  
headings listed on the website. These headings include:  
Metal Cutting & Removal, Forming & Fabricating,  
Tooling & Workholding, Systems & Software,  
Measurement & Fluids, Machine Components & Accessories 
and Materials. 

For those companies that advertise with a banner advert 
a link will be provided to your own Home Page, which will be 
hosted on the Metalworking News website. Your Home Page  
will consist of your company 
logo, full contact details 
including your website  
address and any other  
addresses of companies 
that your company is linked 
to, a Company Profile  
and pictures of the  
products that you sell  
or manufacture.

Job shop listings
With its endeavour  

to actively introduce  
prospects to information 
and products they need 
to know while at the same 
time building brand  
impression and recognition, 
the Metalworking News 
website will also provide  
a platform for  
engineering companies 
involved in metalworking 
and services related to 
the industry, to share their 
capabilities with potential 
buyers. Connect with the 
outside world and fill up 
that capacity on your  
machines that you have 
always wanted to do.

In these sections you 
may search or browse for 
specific information  
pertaining to the relevant 
heading, based upon your 
need. However you will have  
to return regularly to stay 
updated with the new  
listings.

Metalworking News  
is part of the  
Crawford Publications 
(www.crawfordpublications.
co.za)  
stable, which includes  
Castings SA  
(www.castingssa.co.za), 
a business to business 
publication dedicated to 
the metalcasting industry. 
Crawford Publications 
brands are distributed to 
decision makers – owners, 
management and senior 

employees that are involved in decision making, buying and 
manufacturing – working in metal working and metalcasting 
facilities of all sizes – from small job shops to OEMs and  
component manufacturers. They provide suppliers, foundries, 
job shops, service centres and industry related companies a 
variety of opportunities to advertise.

Full details on the Metalworking News publication and to 
see how you can reach a wider market via the Metalworking 
News website can be found on www.metalworkingnews.co.za  
or contact the publishers directly on TEL: 011 463 0489 or 
email online@engnews.co.za. 
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Hudaco Industries Ltd has announced that the  
company has signed an agreement to acquire 100% of 
The Dunford Group (DG) from Dunford Holdings Pty Ltd. 

DG has two main areas of business: machining, repair and  
sale of hydraulic pumps for the local and export market and 
production of ferrous and non-ferrous castings for a diversity  
of industries in South Africa. The purchase includes the  
businesses of Dosco Precision Hydraulics, Gear Pump  
Manufacturers, Joseph Grieveson and Engineering Technology 
Services.

Hudaco Trading Pty Ltd, 85% owned by Hudaco, will  
become a 100% shareholder of the four companies  
constituting DG. In terms of the agreement, the seller is  
required to purchase a maximum of 927 000 Hudaco shares 
on the open market, which shares must be retained for a 
minimum period as follows: a maximum of one-third may be 
sold after one year, a further one-third after two years and the 
balance after three years. 

The consideration, to be settled on the day all suspensive 
conditions are fulfilled, will be an estimated cash payment of 
R148.2 million and an amount of R8 473 for each day between 
October 1, 2013 and the date of actual payment of the  
consideration, which is expected to be on or about  
November 30, 2013, with the maximum consideration  

payable being R154.3 million. These suspensive conditions 
have now been met, according to the company.

The final total consideration payable by Hudaco for  
SBS would depend on the company’s average profits over 
the three-year earn-out period, with an initial payment of  
R32.5 million and a maximum total payment of R75 million.

The acquisitions are part of JSE-listed Hudaco Industries 
Ltd’s key strategy to pursue the acquisition of new businesses 
in similar fields of activity as it focused on selling industrial 
products – an area of core competency for Hudaco.

Hudaco is a South African group of companies specialising 
in the importation and distribution of selected high quality  
engineered and security products in the southern African  
region. One of Hudaco’s key strategies is to apply its strong 
cash flows to acquire new businesses in similar fields of  
activity when the opportunity arises. 

“DG is an ideal fit for Hudaco in that it focuses on  
selling industrial products, which is an area of core  
competency for Hudaco. Hudaco will be able to utilise its  
experience and expertise in those markets to enhance  
DG's position, resulting in long term benefits to shareholders. 
Furthermore, the GPM brand is owned by the group and  
therefore can be sold in world markets, unlike the Hudaco 
products which are restricted to Southern Africa by agency 

agreements,” Hudaco said in a 
statement.

The group sources from  
more than 1 500 suppliers  
located in all parts of the  
industrialised world. It supplies  
20 000 customers through over 
100 physical locations, mainly in 
South and southern Africa, and  
carries 250 000 line items  
in stock.

Management
Graham Dunford, an executive 

director of Hudaco, is a 60%  
shareholder of The Dunford Group 
and the remaining shares are  
held by Tommy Dunford, the  
CEO of DG. 

Tommy Dunford will enter  
into a service contract for a  
minimum period of three years  
and a restraint of trade agreement 
in favour of Hudaco for a period 
of three years after employment 
ceases. Graham Dunford will  
enter into a similar restraint  
agreement.

JSE listed company also announced that it had acquired the assets and liabilities  
of imported battery distributor Specialised Battery Systems (SBS).

Hudaco Industries acquires 
The Dunford Group from Dunford Holdings Pty Ltd 

for R154.3 million

A general look at the GPM foundry, which is located in Epping, Cape Town
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One of the first ever ‘South African built’ 
rotary transfer machines (RTM) has  
been developed and designed by a  

collaboration of three innovative companies  
based in Port Elizabeth, Eastern Cape.  
Hansens Engineering, Granroth and Haldan 
Consulting combined their expertise to  
successfully launch the automated 8-station RTM 
at a function held at Hansens Engineering in 
November 2013. The automated 8-station RTM 
not only increases Hansens Engineering’s current 
capabilities, but also increases its competitive 
advantage as a first class production facility. 

“This project, which only took seven months, 
marks a huge step forward in technology  
development in South Africa,” said Erik Hagedorn-
Hansen, Managing Director of  
Hansens Engineering.

“This tri-partnership is one that is based  
on the sharing of knowledge and expertise.  
A common ethos amongst these three  
companies is the aim to develop solutions with 
greater effectiveness and efficiency than those 
that are currently present in the marketplace.  
The success of this project is founded on  
entrepreneurial spirit and the disruption of the status quo.  
In essence, this is what is needed to continue igniting  
development in South Africa,” continued Hagedorn-Hansen, 
who is the grandson of the original owner of Hansens 
Engineering, a company that was founded in 1956.

“No other machine of its kind, that we know of, has been 
built and developed in South Africa, highlighting the magnitude 
of this event.”

The project began back in May 2013 when it was decided 
that there was a necessity for an optimised machining process 
at Hansens Engineering. Hansens Engineering produces  
precision machined components for the global automotive 
industry, in high volumes. The company’s projected unit  
volume for 2014 is 20 million parts. 

In order for the project to be successful, a complete process 
improvement strategy had to be undertaken through a unified 
team effort. The development team comprised of Granroth, as 

the machine tool builders, and Haldan Consulting, who provided 
an integrated production management system. Granroth is a 
specialised automation design and development company. 

To facilitate improvement, a system of measurement and 
analysis needed to be in place. This is where Haldan Consulting 
came in. Their core product, Haldan MES, measures and  
analyses manufacturing execution by monitoring the machine’s 
overall equipment effectiveness (OEE). 

The rotary transfer machine was designed using an  
uncomplicated systems approach by including only the  
necessary components, which results in the machine costing 
approximately 50% less than other machines of its kind. 

The RTM is a modular system which contains both  
horizontal and vertical machine spindles that are firmly fixed 
around a precision indexing table. The assembly of this setup is 
beneficial because it allows for a huge amount of adaptability 
and versatility in a turnkey machining system, whilst still  
removing secondary processes. 

The process of making a part using a rotary transfer 
machine is unique because it performs all of the important 
steps and processes, which would normally have been  
executed on different machines.

The setup of the machine allows for a part to be machined 
from almost any angle and for adjustments to be easily made. 
It features a utilisation of Minimum Quantity Lubrication (MQL). 
MQL accounts for no coolant spillages, as well as a near-dry 
swarf. This effectively lowers the cost of recycling, while at the 
same time provides for a much more eco-friendly operation. 
The machine has also been designed to achieve cycle times of 
about 10 seconds. 

Haldan MES to measure and analyse 
The rotary transfer machine is equipped with an integrated 

Haldan MES system to continuously monitor the machine’s 
overall equipment effectiveness (or OEE). 

The built-in Haldan MES software will help to drive the 

Rotary transfer machine  
designed, developed and built in South Africa

Richard Warren and Simon Halse from Granroth with  
Erik Hagedorn-Hansen from Hansens Engineering in the centre

One of the first ever ‘South African built’ rotary transfer machines (RTM)  
has been developed and designed by a collaboration of three innovative  

companies - Hansens Engineering, Granroth and Haldan Consulting – all based in  
Port Elizabeth, Eastern Cape
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effective execution of the machine’s manufacturing operations. 
This system is fundamental to the machine’s ability to achieve 
goals that have been set for production and improvement. It 
provides a visual analysis of how well the machine is running at 
any given time. It also allows for customised reports and trends 
to be sourced to examine the machine’s overall availability,  
performance and quality information. 

“Haldan MES is Haldan Consulting’s core product. A benefit 
of using Haldan Consulting’s software is that there is immediate  
local support available when the need arises. In addition to 
this, the software also reports losses quickly by providing real-
time feedback directly to the shop floor through the use of 
dashboards. This allows the production team to visualise the 
effect of these losses on daily production and helps to facilitate  
effective corrective action. Haldan MES allows for instant access  
to the manufacturing environment and a client can view live 
OEE information from anywhere inside the factory, or remotely 
via the Haldan MES application on their mobile device,”  
said Laverne Louis, Project Manager at Haldan Consulting.

The introduction of the rotary transfer machine at Hansens 
Engineering has provided the company with numerous benefits 
including the cost per part being lowered, which will ultimately 
increase the company’s competitiveness and profit margins; 
parts produced are of a better quality, due to the high-precision 
machining process that removes the need for repositioning of 
parts for secondary processes; there is a reduced inventory 
requirement because the machine combines multiple  
processes into one system, eliminating unnecessary labour and 
equipment costs and the amount of product throughput has 
increased due to the quick cycle times per part.

“The machine is financially more cost effective because 

of its product manufacturing flexibility. It will also allow the 
company to take on more business than before. Secondly, the 
machine is more environmentally friendly because there are  
no oil spills and it produces near-dry swarf, which is easy to  
recycle. Thirdly, it helps to build Hansens Engineering’s image 
as a manufacturing leader because the machine is a first of 
its kind in South Africa. Hansens is gaining a lot of respect 
amongst customers, suppliers and competitors. Lastly, the 
machine lends to a much more stimulating working  
environment for workers because better technology has been 
introduced into the plant,” concluded Hagedorn-Hansen.

For more information on Hansens Engineering on  
TEL: 041 451 3825 or visit www.hansens.co.za

A different view  
of the rotary transfer machine 
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German carmaker Mercedes-Benz is set to invest  
R3 billion ($302 million) in its South African  
operations to increase local output to 100,000 units 

annually.
Currently producing 60,000 units on an annual basis,  

the company plans to add new technology and a third shift to 
its local plant to increase the production.

Mercedes-Benz South Africa chief executive  
Martin Zimmermann said that lost production from the  
strike in 2013 would be recovered by Mercedes in six to  
seven weeks.

"We have quite a significant order book," Zimmermann 
added.

Besides this, the luxury carmaker announced in  
October 2013 that it will build a new production plant in 
Iracemápolis, São Paulo, Brazil, to manufacture  
Mercedes-Benz cars for the local market.

The company signed a framework contract with Brazilian 
President Dilma Rousseff for establishing the plant. It plans to 
invest €170 million in the plant during the first phase.

The plant will produce the company's next-generation 
C-Class and GLA vehicles with the first production being 
planned in 2016. It will have an annual production capacity  
of 20,000 vehicles, and it is expected to create 1,000 new 
jobs.

Mercedes’s commitment to South Africa came less than 
two weeks after BMW, the world’s largest maker of luxury  
vehicles, said it would stop expansion in South Africa after 
labour strikes that shut down plants in August and  

September 2013 cost it 13,000 cars in lost production. 
BMW’s revised plans are a “worrying sign”, Finance Minister 
Pravin Gordhan said in October 2013.

South African vehicle sales will probably stagnate in  
2014 as slower economic growth and the weak rand stifle 
consumer spending, according to the National Association  
of Automobile Manufacturers of South Africa.

“The economic indicators are just against us at the 
moment,” Naamsa Chairman Johan van Zyl said in an  
interview at the Johannesburg International Motor Show. 
Vehicle sales would show “zero growth” 2014 after an  
estimated 5 percent advance to 650,000 units in 2013,  
he said.

Ford Motor Company global president and CEO Alan 
Mulally, in an interview with Business Day on the opening  
day of the Johannesburg International Motor Show, said the 
company had no plans to cut back on its operations in  
South Africa.

Mulally told Business Day that Ford's assembly plant in 
Silverton, Pretoria remained key to its global operations, and 
"suggested that its importance could grow, following a  
decision to create a new Ford division for the Middle East  
and Africa.

The company's Silverton plant, along with its engine plant 
at Struandale outside Port Elizabeth, produces Ford Ranger 
pickup trucks for export to 148 countries, mainly in Africa  
and Europe.

Mulally said the group had no plans to start  
manufacturing elsewhere in Africa.

Mercedes-Benz to invest 
$302 million in South African car production
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The directory covers the companies manufacturing and 
fabricating aluminium products in South Africa including 
plate, sheet, foil, castings and extrusion. Raw material 

suppliers, surface finishers and related service companies are 
also included.

The directory is an AFSA publication and it includes full 
details and activities of AFSA members and its sector  
Associations: ACA – Aluminium Casters Association; AFA/ASPA 
– Aluminium Fabricators and Sheet Products Association and; 
ASFA – Aluminium Surface Finishers Association (including  
Extruders). In addition it includes full details of those companies 
that are non AFSA members.

The directory also includes a review of the industry,  
educational sections on the properties and uses of aluminium 
and the role of aluminium in our modern day society.

New sections
Included in the 108 page Directory are: The Aluminium 

Industry Overview, Aluminium as a Sustainable Metal, 
Aluminium as a Metal of Choice and the following technical 
publications:  The Introduction to Aluminium Pocket Guide, The 

Corrosion Resistance of 
Aluminium Pocket Guide, 
and the brand new  
Architectural Aluminium 
Surface Finishing Guide. 

Distribution of the 
directory will be to end  
users of aluminium  
products and services 
throughout Southern  
Africa and members of 
AFSA. It will also be  
distributed to South  
African Commercial offices 
worldwide, as well as the 
relevant international 
Associations, Institutes, 
Federations and reference 
libraries.

A free copy of the publication is available from AFSA. To 
order your copy contact AFSA on TEL: 011 455 5553

2013/14 South African Aluminium Industry Directory and buyers 
guide of aluminium suppliers and manufacturers now published

The new and improved directory and buyers guide of aluminium industry related companies has been 
published and a free copy is available from the Aluminium Federation of South Africa (AFSA).
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Johannesburg based DCD Rolling Stock, 
a division of international manufacturing 
and engineering company DCD Group, 

has launched the first R100 million phase of 
a R240 million recapitalisation programme, 
which is being implemented by the company 
to further consolidate its reputation for 
being a leading manufacturer and  
supplier of locomotives, wagons and  
bogies to railway, mining and industrial 
operations. 

The investment comes at a time when 
South Africa is acquiring new locomotives 
and passenger trains through state-run 
Transnet and the Passenger Rail Agency 
of South Africa (Prasa), amid a call for 
increased local procurement in the rail  
sector.

The first phase of the investment by  
the company in its Boksburg, Gauteng  
manufacturing facility, was officially opened 
by Public Enterprises Minister Malusi 
Gigaba, late last year. Four Motoman 
Yaskawa robotic welding systems form the 
basis of the implementation of the new  
and advanced technology to enhance  
competitiveness. 

The recapitalisation programme would be rolled out  
over three to five years, beginning with the R100 million  
investment in Phase 1, which saw the regaining and upgrading 
of DCD’s 42 000 m² manufacturing facility and equipment. 

DCD Rolling Stock GM Petrus Mulaudzi revealed at the 
launch that the DCD group invested R80 million to regain the 
facility from its sister company DCD Protected Mobility, which 
had since moved to a new purpose-built manufacturing plant 
in Isando.

“An additional R10 million was spent on the installation 
of four robotic welding cells, while the balance was spent on 
repairs. The recapitalisation programme is essential in  
promoting internal skills development and growth within  
DCD Rolling Stock.”

"Despite years of downturn, the railway industry in  
South Africa and the rest of the continent, looks set to rapidly 
expand. It is therefore important for DCD Rolling Stock to  
proactively prepare for this by investing in our people and  
infrastructure." 

Since 1944, DCD Rolling Stock has produced over  
130 000 wagons, 1 000 surface locomotives and 4 000 
underground locomotives and over 278 000 bogies. With a 
large focus being placed on South Africa, Mulaudzi notes that 
billions of Rands are being invested by state-owned freight  
and passenger rail companies. "By establishing a world-class 
manufacturing facility through the recapitalisation programme, 
DCD Rolling Stock can add substantial value to this supply 
chain in the short- to medium-term future."

DCD Rolling Stock invests 
in robotic technology to boost  
global competitiveness

A R240 million recapitalisation programme is set to bolster the group’s rail  
manufacturing capacities by up to 10 times.

Senior dignitaries at the official opening of DCD Rolling Stock’s Boksburg, Gauteng 
manufacturing facility, which forms part of the company’s R240 million recapitalisation 

programme. Left to right Kurt Rosenburg of Yaskawa Southern Africa,  
Public Enterprises Minister Malusi Gigaba, DCD Group MD Rob King, Terry Rosenberg  

of Yaskawa Southern Africa and DCD Rolling Stock’s GM Petrus Mulaudzi      

The larger Motoman robotic welding cell has a reach of 3,2 m  
and can currently weld structures up to approximately 9 m in length 
and due to the modular design, can be extended beyond twelve to 
eighteen metres to ensure faster turnaround times
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Mulaudzi believes that Africa in particular holds the  
greatest potential for the company's growth into the future. 
"Under-developed countries with burgeoning mining  
industries, such as Mozambique, Zambia and Tanzania,  
will serve as the catalyst for railway development, due to the 
fact that an increasing number of mines will require a link  
to a port for exporting purposes."

DCD Rolling Stock manufacturing manager Frank Ramage 
indicated that the installation of Swedish-engineered Motoman 
automated robotic welding cells will increase production  
volumes, in addition to more efficiently utilising the skills of 
experienced manual welders. 

"The larger cells have a reach of 3,2 m and can currently 
weld structures up to approximately 9 m in length and due  
to the modular design, can be extended beyond twelve  
to eighteen metres to ensure faster turnaround times.  
By incorporating these robotic welding cells into the  
manufacturing lines on straight weld jobs, we can remove expe-
rienced welders from this standard and mundane task, and 
redirect them to more complex projects with curves  
and corners that require their skills," he noted. 

Ramage states that automation will not downsize staff 
numbers, but rather increase volumes while improving worker 
morale and productivity through effective skills utilisation. 
"Automation will allow for the welding of four fabricated bogie 
frames with a length of approximately 7,5 m with the  
capacity to increase by extending the rail and tracks and  
adding additional robots simultaneously, as opposed to a  
single bogie during the manual process, which substantially 
improves lead times for the customer. A higher level of work 
complexity positively engages the manual welders, and  

encourages 
them to  
produce 
higher  
quality work."

Another 
advantage of 
implementing 
robotic  
welding cells 
is the fact  
that existing 
staff  
members  
will be 
upskilled in 
learning  
to operate  
the  
software, 
added 
Ramage. 

"The Motoman robotic welding cell equipment is among the 
most advanced in the world, and staff members being trained 
in the application of this technology will benefit from gaining 
new industry insight ahead of others."

Mulaudzi highlights the fact that the DCD Group places 
a strong emphasis on internal skills development, with the 
recapitalisation programme serving as the ideal platform for 
encouraging personal growth and quality development within 
DCD Rolling Stock. 

Another of the four Motoman robotic welding cell 
systems supplied by Yaskawa Southern Africa

A drawing of the larger Motoman robotic welding cell
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"It is clear that government intends to invest heavily in 
infrastructure spend over the next seven to fifteen years,  
particularly in the energy and rail sectors. It is for this reason 
that we are aiming to create a local manufacturing  
environment that ensures long term sustainability," he 
explained. 

“Through the establishment of a minimum local content 
threshold for the amount of components manufactured locally, 
government and private companies can encourage all  
vendors, manufacturers and suppliers in the South African 
manufacturing sector to make the necessary preparations  
and commitment to future investment, procurement and  
production.”

"The local content threshold stretches far beyond  
manufacturing. Companies must be able to add real value to 
the overall supply chain through competitive in-house design 
capabilities, and well-trained and experienced employees. 

Through this investment initiated 
by the State-Owned Enterprises 
(SOEs) we want to encourage 
maximum collaboration and  
support between SOEs and  
the private sector.  This will be 
one way of creating a SA Inc. 
industry approach that  
competes sustainably in the  
global space.  As DCD Rolling 
Stock, this is our small  
contribution to this vision,"  
said Mulaudzi. 

"South Africa needs a  
high rate of economic growth  
over a sustained period of time. 
This must be supported by  
policies that help South African  
manufacturing to thrive,"  
said Gigaba. 

Gigaba applauded DCD’s investment and stated that it 
would support the transport sector, especially rail, which 
played a critical part in the country’s economy.

He added that the investment would also support road  
to rail migration and provide the much-needed support for 
localisation.

 “By incorporating these robotic welding cells into the  
manufacturing lines on straight weld jobs, we can remove 

experienced welders from this standard and mundane task, and 
redirect them to more complex projects with curves and corners that 

require their skills," said manufacturing manager Frank Ramage

Automation will allow for the welding of four fabricated bogie frames 
with a length of approximately 7,5 m with the capacity to increase 
by extending the rail and tracks and adding additional robots 
simultaneously, as opposed to a single bogie during the manual 
process, which substantially improves lead times for the customer

 The Motoman robotic welding cell equipment  
is among the most advanced in the world

DCD Rolling Stock has installed four Swedish-engineered  
Motoman automated robotic welding cells



Further, he noted that government required a better  
understanding of businesses, and that better relations between 
the State and businesses needed to be forged to reduce the 
"trust deficit". “If the State does not have the capability to grow 
the economy by itself, it needs to forge relationships with the 
private sector,” said Gigaba.

The recent publishing by the South African Reserve Bank  
of the country’s gross domestic product growth increase of 
0.7% in the third quarter in 2013, was disconcerting and 
reflected negative growth, he said. “We need high rates of  
economic growth over a sustained period of time. We have 
natural resources but we need to make a turn to the unnatural 
sector, which requires us to invest in and take deliberate  
decisions and policies to nurture the sector and harvest it for 
the betterment of the economy,” Gigaba said.

Further, he noted that, the high level of unemployment  
was unsustainable and high-quality jobs were needed in the 
manufacturing sector, adding that governments across the 
world were providing support for the continued development 
of their respective manufacturing sectors and those types of 
investments would bolster manufacturing capabilities.

However, Gigaba believed that DCD’s programme launch 
was a turning point in the local manufacturing sector as it  
created “decent work and reduced inequality”.

Gigaba is the shareholder representative for Transnet, 
which is investing R308 billion over the next seven years to 
boost its capacity and stimulate economic activity.

Almost two-thirds of Transnet’s market demand strategy 
budget, just more than R230 billion, will be directed to rail 
infrastructure. On locomotives alone, Transnet Freight Rail is 
expected to invest about R38 billion. Prasa is buying 600 new 
commuter trains for R51 billion.

A combination of the deregulation of road transport and 
South Africa’s chronic underinvestment in rail for much of the 
past three decades has had the effect of shifting about 87%  
of freight onto roads.

From a passenger rail perspective, long-distance train  
services are close to collapse, with the Treasury withdrawing 
support for these operations, while Metrorail has become  
notorious for poor reliability and a worrying safety performance.

DCD’s latest investment follows recent substantial outlays 
on other group divisions. These include R100 million on  
DCD Protected Mobility’s new armoured vehicle  
manufacturing facility in nearby Isando, a R330 million  
investment into its DCD Ringrollers railway "tyre" factory  
in Vereeniging, and R300 million for a wind energy  
manufacturing plant at the Coega Industrial Development  
Zone near Port Elizabeth.

DCD MD Rob King said it was not just the South African 
market that was waking from its deep slumber.

"The rail industry is being revitalised by development all 
over Africa," he said. "In South Africa, the government has 
made clear its intention to invest heavily in infrastructure over 
the next seven to 15 years, particularly in the energy and rail 
sectors."

Investment and technology upgrades in the plant will lift  
the level of automation, which will boost volumes, reliability 
and productivity. According to Mulaudzi automation "will allow 
for the welding of four fabricated bogie frames in the same 
time it takes for a single bogie using the manual process".

The programme is expected to create 100 new jobs  
and full scale production was expected to begin at the  
facility by December 2013. 

For further details DCD Rolling Stock on  
TEL: 011 914 1400 or visit www.dcd.co.za or  
Yaskawa Southern Africa on TEL: 011 608 3182 or  
visit www.yaskawa.za.com
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Pilot Tools, which was established  
in 1939, has a proud heritage 
spanning nearly 75 years, a  

milestone that will be celebrated later 
this year. The privately owned company, 
based in Denver, Gauteng and operating 
out of a 7 200 m² industrial park, is the 
only South African manufacturer of  
tungsten carbide metal cutting inserts 
and mining buttons.

 “2013 was a very exciting year  
for us, having completed the  
refurbishment of our offices in 
Johannesburg. The refurbishments  
were necessary to provide more space 
for our growing engineering and sales 
teams as well as to create an  
environment conducive to attracting  
and retaining the best talent,” explained 
Pilot Tools spokesperson Colin Morrison.

 
Product developments
During 2013 Pilot Tools extended 

its range of turning inserts for heavy 
machining, with the addition of new 
grades and geometries. They also extended their milling range 
with the release of four new milling grades:

• 8320 for hard materials
• 8420 for good to average conditions
• 8430 for average to difficult conditions
• 8440 for difficult conditions

“These new milling grades represent our premium offering 
and feature the latest in substrate and European coating  
technologies. There were also a number of enhancements to 
our U-Drill range,” explained Morrison.

 This year promises to be equally exciting with the company 
launching their new multipurpose square shoulder milling  
solution - Multi90Mill.  The Multi90Mill will be released with 

Pilot’s latest milling grade line-up and their new V2 premium 
milling cutter bodies. Initially, Multi90Mill will be available in an 
end mill format, but the company is also planning to add face 
mills to the range.  

 Transformation
2014 will see Pilot Tools’ South African operations attain 

a Level 2 B-BBEE rating with 51% black ownership, 17% black 
woman and 29% black designated groups. Pilot Tools SA will 
also comply with the requirements for an “empowering  
supplier” in terms of the new codes released by Government  
in October 2013.

 “Empowering supplier status is now extremely important 
for our customers. The new codes not only require a B-BBEE 
rating, but now also require suppliers to meet the criteria for 

Pilot Tools nears 75 year milestone

Company tools up for milestone and qualifies as an “Empowering Supplier” 
in terms of the new B-BBEE codes as set out by the government.

Pilot Tools regularly holds customer days for customers to 
experience the manufacturing process first-hand 

CNC grinding of product

Pilot Tools have invested heavily in modern automated equipment  
to manufacture their products



METALWORKING NEWS   v 12. 6   January 2014   25

empowering supplier status before their customers will be  
able to earn enterprise and supplier development points 
towards their scorecards. In essence, an empowering  
supplier needs to meet criteria that revolve around local  
manufacture and as Pilot Tools is the only South African  
manufacturer of tungsten carbide metal cutting inserts  
and mining buttons we will in all probability, be the only  
tooling company in South Africa to meet these additional 
requirements. This should make us the most empowered  
tooling supplier in South Africa.  

B-BBEE is of course important to our customers wishing to 
participate in government related business and is key to the 
transformation of the Pilot Tools Group,” explained Morrison.

 “We are also very proud of the success of our in-service 
student training program. The program focusses on providing 
experiential learning to students studying towards their  
national diploma in physical metallurgy or mechanical  
engineering. The program not only provides employment and 
on-the-job experience to current students and future graduates,  
but will also contribute towards Government’s goals of overall 
job creation and job creation for youth,” continued Morrison.

 
 Positive outlook
Pilot Tools has a positive outlook for 2014. They remain 

the leading supplier in the mining sector to OEMs of tungsten 
carbide buttons and with their improvements and extensions 
to their metal cutting range they continue to make very good 
progress.

 “Of course, on the metal cutting side, challenges  
remain with changing the perception of new customers, that 
despite our locally manufactured products costing less than 
the imported alternatives, our performance is equivalent or  
better. We have been changing these perceptions by  
testing and proving our products in the market. But of  
course, the most effective way of changing perceptions and 

building the Pilot brand is by word of 
mouth. Slowly but surely the market  
is realising that our tools cost less,  
but can perform or even out-perform 
the imported alternatives and this 
translates to substantial cost savings  
to our customers,” concluded  
Morrison.

 Pilot Tools is also the importer of 
Vargus Tooling, one of the world’s  
leading manufacturers of thread  
turning, thread milling, gear milling  
and deburring tools as well as  
OSG tapping and drilling tools and  
HSS and solid carbide end mills from 
Sutton Tools.

 For further details contact  
Pilot Tools Sales Call Centre on  
TEL: 011 607 1818The toolroom at Pilot Tools is also equipped with the latest equipment available

Sintering is an important part  
of the process

Pilot Tools is a leading manufacturer and supplier of  
tungsten carbide buttons for the mining industry
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The Nelson Mandela Bay Business Chamber has been 
extensively involved with the six of the thirteen companies 
that make up the High Energy User group through  

meetings, debates, correspondence and engagements with the 
Nelson Mandela Bay Municipality (NMBM) and the National 
Energy Regulator of South Africa (NERSA).

“For the first time, the Nelson Mandela Bay Business 
Chamber ventures into supportive litigation against NERSA and 
the NMBM, in the interest of protecting companies in our region 
from potential closure, the loss of jobs and resulting downward 
spiral of the Eastern Cape economy,” said David Mertens, 
spokesperson for the High Energy User Group in the Nelson 
Mandela Bay Municipality.

“As a co-applicant in the challenge against the manner in 
which Municipal tariffs are set by NERSA, the Chamber joins  
the litigation to represent its membership against increasing 
electricity costs, for the benefit of the broader business  
community,” continued Mertens.

“The NMBM foundries, comprising Autocast, Borbet and 
Weir Minerals, are applicants, next to companies such as  
Shatterprufe, Tenneco and Coca Cola.”

“You might recall that as a group of companies, we  
intensively engaged for the last two and half years to get  
better industrial electricity tariffs in our Municipality. Despite  
the obvious evidence of job losses and financial hardship for  
the companies, the NMBM decided to ignore our engagement 
and once again just increased the tariffs last July. NERSA  
followed by approving the NMBM’s application. This leaves us 
with another year of industrial electricity tariffs which are 35% 
above the equivalent Eskom Direct Tariffs.”

“NERSA themselves confessed in a parliamentary hearing  
in November 2012, that there are “structural and other  
problems with Municipal tariffs”. They also stated that  
Municipal Funding through electricity tariffs “has reached a  
tipping point and needs to be reduced” and that municipalities 
“do not seem to understand the impact on Industry”.

“Additionally, NERSA commented that; “Municipalities do  
not have the proper skills”, nor “do they have the proper  
information” to perform the distribution function. Despite the 
above, NERSA has failed to deal with this fundamental  
problem for the 2013 tariff determination for the NMBM.”

“This lack of strategic approach, when it comes to industry, 
needs to come to an end and unfortunately, industry’s only  
effective weapon in this battle is litigation.”

The litigants maintain the following:
• That NERSA has no constitutional power to impose a 

 surcharge indirectly, or on behalf of any Municipality;
• In approving the relevant electricity tariffs, NERSA  

 did not consider relevant information, and did not  
 apply its mind;

• That business in Nelson Mandela Bay pays unjustifiably  
 higher rates for electricity  compared to business that  
 fall outside of the Nelson Mandela Bay licenced area;

• That no concession is granted to industrial electricity  
 users within the Nelson Mandela Bay Municipality  
 licenced area;

• That the imposition of the Nelson Mandela Bay  
 Municipal tariff did not comply with various legislative  
 requirements, and is in violation of constitutional rights.

 
“Although the application concerns the NMBM tariffs, it is 

obviously an application with national relevance as the same 
arguments are applicable to most municipalities, which in total 
distribute 40% of the country’s electricity,” explained Mertens.

“The future and imminent impact of the tariff increases will 
require industries to recover the costs through increasing  
product and commodity pricing, resulting in the consumer  
paying more (over and above their home electricity bill),  
increasing the general cost of living and certain industries could 
consider foreclosure or relocation to alternate provinces.”

 “Current and projected electricity tariffs have a significant 
adverse economic impact on the continued survival of the 
manufacturing industry and commercial sector in this region.

The electricity cost to industry in Nelson Mandela Bay is 
amongst the highest in the world and has reached a tipping 
point. The more a business depends on energy, the more it will 
be affected.”

“Municipal mark-ups on the NERSA tariff of up to 50% are a 
catastrophic reality for industry and business. Energy Intensive 
Users are already at a point where 950 jobs have been lost 
and investment has come to a grinding halt. The increase has 
considerable knock-on effects on the competitiveness, viability 
and sustainability of businesses, and the ability of industries to 
retain or even create jobs.”

“We need an electricity price path which will ensure that 
South African business remains financially viable and creates 
investment opportunities which attract investors, rather than 
deters them. One of these catalysts is to provide a sustainable 
utility, with good quality of supply that remains affordable for all 
South Africans.

“The Chamber has listed the main arguments in their 
statements. In the NMBM, we would only pay about 76% of the 
current tariffs if we were to be supplied by Eskom direct. We are 
obviously fighting this unfair “surcharge” or “factual taxation” 
which is levied on municipal electricity users.”

“We are offering our municipality this 76% on the back of 
this application, meaning we are underpaying in relation to the 
regulated tariffs.”

“Foundries and other companies in other municipalities 
might be interested in this litigation as a “copy and paste”  
version might be applicable for them. We do not expect a quick  
legal ruling regarding this case, but this year’s tariff determination  
might also be influenced by the content of this application.”  

For further details contact David Mertens on  
TEL: 041 402 8800 or email him on  
David.Mertens@autocast.co.za

Organised business  
supports high energy  
users in litigation against 
NERSA and the NMBM



TASA to host ISTMA 2014 in Cape Town

World Conference will take place in March 2014.
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The Cape Town International Convention Centre is the 
venue where the ISTMA 2014 World Conference will take 
place in March 2014. A two day Toolmaking Industry and 

Associated Skill Exhibition will run alongside the conference, 
focussing on career opportunities in the tool design and  
manufacturing industry in South Africa. The exhibition provides 
an opportunity for companies and organisations to gain  
exposure to the delegates attending the conference and  
students looking for career guidance. Exhibitors will be further 
supported by the participation of the Regional Tooling Initiatives 
through which the revitalisation of the South African tooling 
industry is driven.

The ISTMA World Conference is one of the most important 
events on the Association’s calendar, where delegates meet to 
share information and experiences within the sector, analyse 
trends and new challenges for the tooling industry worldwide.

More than 300 international delegates from some  
20 countries attended the last ISTMA World Conference,  
which was held in Windsor, Canada in 2010.

On Wednesday March 12 the ISTMA Regional meetings will 
take place in the morning and the ISTMA World Assembly in 
the afternoon. These sessions will be followed by the exhibition 
opening and the welcome cocktail function in the evening.

Thursday will see technical sessions take place in the morning  
and afternoon followed by a plant tour and the gala dinner in 
the evening. Friday, the last day of the official conference,  
will again have various technical sessions followed by a  
plant tour.

Attendees have a chance to attend eight technical sessions. 
Session topics include: The South African Tooling Initiative:  
A turnaround strategy, Challenges of expanding into Africa,  

A structured approach to workshop (toolroom) management 
in a working economy, additive manufacture for the tooling 
industry, ISTMA tooling statistics, mechatronics and advanced 
assembly, benchmarking, clustering and collaboration.

Special extended social tours will take place on the  
weekend and tours for accompanying partners have been 
planned.

“On behalf of ISTMA we invite you to join us in the beautiful  
city of Cape Town, South Africa for the 14th International 
Special Tooling & Machining Association – World Conference. 
Cape Town is a stunning venue offering a world class convention  
centre and a vast array of fascinating and interesting places 
to visit including six of South Africa’s top ten tourist attractions 
within a 30 minute drive of the city,” said Bob Williamson, 
National Chairman of the Toolmaking Association South Africa.

The Toolmaking Association of South Africa (TASA) is a 
full member of the International Special Tooling & Machining 
Association, a multi-national organisation representing the 
world tooling industry. ISTMA promotes international meetings 
to support a worldwide exchange of experience. Every three 
years a major World conference takes place. In March 2014  
we are privileged to be its host in Cape Town.

ISTMA is an international association representing thirty 
special tooling and machining associations throughout the 
world.  Collectively, ISTMA member associations represent over 
8,000 companies and over $40 billion U.S. dollars in annual 
sales.

Registration forms and full details on the conference,  
fees, sponsorships, exhibition costs, the programme and the 
technical sessions are available on the website  
www.sbs.co.za/istma2014.
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Machining centres, lathes/turning centres, drilling and  
tapping equipment now part of their portfolio.

After building its history and reputation on a solid base of 
manufacture and distribution of cutting consumables and  
capital equipment, First Cut (Pty) Ltd has evolved into a  
company that now offers a total solution and focused range of 
products designed around providing cutting solutions for  
various industries - the most important being steel, timber, 
meat and the DIY trade.

First Cut is now a well known distributor of international  
capital equipment and supports a range of machinery from entry  
level bandsaw and circular saw machines, state-of-the-art laser 
cutting machines, and CNC controlled drilling and cutting lines 
to support the general engineering and structural steel sectors.

Some of the international manufacturers that First Cut  
represents in South Africa include Bystronic, Voortman, 
Everising and CMM; all experts in their relative fields.

Metal shaping and cutting
First Cut has now been appointed to represent Litz Hitech 

Machines in South Africa. Established in 1987 Litz is located in 
the Jiaxing economic development zone in Taiwan. However it 
was only in 1994 that the company first started manufacturing 

metal shaping and cutting machines.
The company now manufactures 

a broad range of machines in  
various sizes and specifications. 
These include CNC lathes  

(vertical/horizontal), CNC turning and milling centres, CNC  
drilling and tapping machines, CNC machining centres – both 
vertical and horizontal including 5-axis and ultrasonic machines.

“With our appointment as the Litz Hitech distributor we are 
now able to enter a market that compliments our fully  
comprehensive solution for structural steel and plate  
manipulation. Many of our customers have machining  
capabilities as well as forming capabilities. We are now able  
to offer them quality equipment in this field and service the  
100 odd Litz Hitech machines that are already operating in 
South Africa,” said First Cut’s MD Andrew Poole.

For more information contact First Cut (Pty) Ltd on  
TEL: 011 614 1112, email: info@firstcut.co.za or visit the  
website on www.firstcut.co.za 

First Cut enters metal shaping and cutting market  
after being appointed Litz Hitech Machines  
agents for South Africa
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A specialist website has been developed to help you buy a 
machine tool, whether it be new or second hand. Find A 
Machine Tool Online – www.famto.co.za - was established 

to bring buyers and sellers together, using an easy-to-navigate 
website.

The developers of the user friendly website have listed  
25 main categories, with each having sub categories making 
it simple to categorise your machine or find the exact one you 
want to buy. 

“Our hope for famto.co.za is that we can deliver a resource 
that helps machine tool users and buyers make sense of and 
keep pace with the rapidly changing market of machine tools on 
offer,” said a company spokesperson.

“The idea of the site is to make it as interactive as you, the 
seller or buyer, want to. You can list as many machines as you 
want and delist them when they are no longer available. The 
onus will be on you to upload information and operate your  
account once you have registered, as you feel that it needs to be.”

“Site users can self-generate queries on the model and 
specifications from the database, find the machine and then  
negotiate directly to either buy or sell. We are not sellers or 
buyers of machines. We are only providing a platform that will 
help you or your company save time, make better decisions and 
contribute to the economy in 2014 and beyond.”

“The web is a medium that more and more people are using 

for research 
purposes.  
Buying and  
selling a  
machine tool  
is no different. 
We are trying  
to make it easy 
for you.”

“It is  
important to note 
that the website 
has security cod-
ing systems in 
place at registration, when buyers contact sellers and at the pay- 
gate areas. We have done this to protect all parties concerned.”

“However, we must warn users that they are 100% sure that  
their transaction is secure before parting with equipment or 
money. With the site open to the world there could be  
chancers out there and we will not be held responsible for  
any loss or damages incurred.”

The site was launched towards the end of last year and is 
already generating considerable interest.

For further details email info@famto.co.za visit  
www.famto.co.za

Find A Machine Tool Online  
set to help you buy or sell a machine tool
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Transnet has 
unveiled a new 
fleet of rail 

automotive wagons 
that are expected to 
boost freight logistics 
in the Eastern Cape 
region. The launch 
of the company’s 
newly designed rail 
wagons for vehicle 
manufacturers, as the 
State-owned company 
accelerates its efforts 
to boost South African 
manufacturing and advance its multimodal road-to-rail freight 
strategy.

The launch of the wagons comes after government  
announced in 2012 that Transnet would spend over  
R300 billion to expand the country’s infrastructure. It was also  
announced that Transnet will invest R26 billion in freight infra-
structure projects in the Eastern Cape over the next three years.

The old wagons, which had open sides,  
exposed transported cars to paint and body 
damage and were a security risk. Transnet has 
been operating a fleet of car carrier wagons for 
many years, but these units have become  
outdated as industry requirements have 
changed. The dimensions of vehicles have  
also changed over the years. The old wagons 
could not accommodate higher profile  
SUV type vehicles and minibuses.  
Transnet is therefore moving with the times.

The wagons, which were designed,  
engineered and manufactured at Transnet 
Engineering’s wagons facility in Uitenhage, 
were built to the exact specifications of vehicle 
original-equipment manufacturers, and formed 
part of Transnet’s R307 billion rolling seven-year 
infrastructure improvement programme – the 
Market Demand Strategy.

The new wagons, which were described by 
the parastatal as a “significant improvement” 
on the original models, were larger than the 
conventional wagons, which would enable the 
new vehicle carrier to transport small passenger 
vehicles as well as special utility vehicles and 
minibuses.

The carrier also offered internal lighting, 
which made it possible to load the wagons  
continuously over 24 hours.

Of the 350 wagons, 229 had thus far been 
completed and were operational on the route  
between Kaalfontein, Johannesburg, Port  

Elizabeth and  
Durban. The last 
wagon is expected to 
roll out of the factory 
by the end of January 
2014.

Transnet noted 
that the additional 
wagons had enabled 
it to operate longer 
trains, increasing the 
number of freight 
wagons from about 
25 to 45.

At the launch  
it was announced  
that the  
purpose-built wagons 
would contribute 
positively to  

government’s campaign to promote the diversion of goods from 
road to rail to protect the country’s road networks and promote 
efficiency.

The Eastern Cape and the Port Elizabeth–Uitenhage area 
are high priority locations for government support, owing to the 
existence of the Eastern Cape automotive cluster, which is one 
of the most important drivers of growth in this region.

 
                 new automotive rail wagons

Transnet launches 
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That is according to the makers, Denel Land Systems, 
which has shown off the new vehicle to be delivered in 
October 2015.

Stephan Burger, the CEO of Denel Land Systems (DLS) 
says the industrialisation at its facilities in Lyttelton has already 
started and the manufacturing will commence in early 2015. 
The full fleet, which will replace the Ratels that are currently 
used, will be delivered by end 2022.

“The new Badger ICV is a combination of a locally-designed 
turret and a Finnish designed vehicle, customised for the 
unique South African conditions. The system will be produced 
locally and represents the apex of the South African defence 
industry,” says Mr Burger.

“It will provide South Africa’s soldiers with unrivalled  
firepower, mobility and maximum armoured protection.  
The SANDF will have an adaptable and flexible vehicle that  
can be used with equal confidence in both high-intensity  
warfare and peace support operations.”

Mr Burger says the Badger is the culmination of decades 
of research, testing and development that produced a mature 
vehicle designed to meet the requirements of the SA Army.

The Badger programme will contribute to a number of key 

objectives set by Denel, as a state-owned company and a  
strategic national asset, namely:

• It confirms Denel’s role as South Africa’s premier 
 producer of world-class defence products and systems  
 and a strategic partner of the SANDF. The Badger is  
 a “best-of-breed” infantry combat vehicle able to  
 compete on equal terms with any other vehicle  
 in its class.

• This is the most significant defence contract ever  
 signed with a South African company. It demonstrates  
 the Government’s confidence in the ability of the local  
 industry to produce frontline equipment for a modern  
 defence force.

• The Badger contract strengthens South Africa’s  
 strategic independence in the fields of defence and  
 security-related products and support. 

• Through this programme Denel makes another decisive  
 contribution to meet the country’s industrial objectives  
 with regards to advanced manufacturing, skills  
 development, job creation and foreign-currency earnings 
 due to export potential.

 • The Badger will contribute 
towards the long-term  
sustainability of the entire 
South African defence  
industry. It will focus global 
attention on the unique skills, 
innovation and capabilities 
within the local defence sector 
and open the door to future 
partnerships and joint  
ventures. 
• The contract will create  
 and retain at least 2 000  
 jobs in the downstream  
 South African defence   
industry among local  
 sub-contractors as well as  
 200 direct jobs at Denel  
 Land Systems. These jobs  
 cover a wide spectrum   
from graduate engineers,  
 system designers and  
 artisans to skilled and   
semi-skilled workers.

Following an open  
tender process Denel Land 
Systems was awarded the 
contract for the development 
of a new generation infantry 
combat vehicle by Armscor 
in 2007. The SANDF required 
a new vehicle to replace the 

New badger to be combat ready  
in three years time

The billion rand contract to produce more than 200 of the new Badger infantry combat vehicles 
for Armscor and the SANDF would be a major boost for the country's arms industry.

Late last year the media were given the opportunity to witness the  
new Badger infantry combat vehicle being put to the test



30-year old Ratels in its mechanised infantry units.
The first prototype vehicle was delivered to Armscor and 

the SANDF in 2010. This vehicle is currently being subjected 
to extensive testing and modifications to meet the changing 
requirements of the SANDF. 

“This process also confirmed DLS’s position as a strategic 
incubator of high-tech skills and manufacturing and a leader 
on the African continent in innovative technologies,” says  
Mr Burger. 

Up to 70% of the vehicle will be produced in South Africa 
using local skills, local manufacturing capacity, local defence 
technology and local subcontractors. The 8X8 vehicle is based 
on a platform developed by the Finnish defence contractor, 
Patria. During the manufacturing cycle the entire production 
will be migrated to South Africa.

In addition, the original design has been totally  
South Africanised to meet local requirements with regards to 
landmine protection, manoeuvrability and firepower. A unique 
feature of the Badger is its modular turret system, developed 
by DLS in five variants, namely Section, Command, Mortar, 
Missile and Fire Support models. A single turret structure,  
fitted with different weapon modules, will simplify the logistic 
support and reduce the cost of through-life support.

The Badger variants are equipped with either a 30mm 
externally-driven cam-operated cannon, a locally developed 
60mm breech-loading long-range mortar both developed by 
DLS, a 12.7mm machine gun or the Ingwe anti-tank missile 
system developed by Denel Dynamics. These weapon systems 
are integrated into the DLS turrets.

Another Denel division, PMP, has developed the 30mm 
ammunition used by the Badger, complementing its existing 
range of world-class small-and medium calibre ammunition. 
This was done in tandem with the 30mm Cam-Gun, designed 
by DLS to be the main weapon system on the Badger.

Mr Burger says the recent involvement of South African 
troops in operations supporting the United Nations and the 
African Union again emphasised the need for protective  
mobility on the battlefield which the Badger now provides.

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

The development of the Badger has been a model of  
efficiency for the South African manufacturing industry.  
With a budget of R1.3 billion Denel Land Systems and its  
sub-contractors have, within five-and-a-half years: 

• Developed five complementary variants of the  
 Badger ICV with different armament and interior fits.

• Developed an enhanced armour envelope including  
 a new flat-bottom mine-protection technology for the  
 Badger.

• Developed two new weapons, an externally driven  
 30 mm cannon and a breech-loaded 60 mm mortar  
 and the related ammunition for two of the variants.

• Tested five complete Badger vehicles.
• Developed the driver and turret crew training  

 simulators for the Badger.
• Developed the logistic support system for the Badger.

“Although the development phase is still in process, we  
are confident that the Badger will generate considerable  
international interest in the vehicle and open a number of  
prospects for future exports that could result in the injection  
of foreign direct investment into South Africa,” says Mr Burger.

For further details visit www.denel.co.za
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The South African foundry industry is at a crossroads  
according to the Scaw Metals Group. Not only is the 
industry suffering from the effects of a depressed market, 

but uncompetitive local raw material costs are threatening the 
future of the industry.

According to the Industrial Structures and Skills in the 
Metals Beneficiation Sector of South Africa report, the number 
of foundries has dwindled over the past couple of years. In the 
1980s, foundry numbers dropped to around 450 (Ed: From 800 
odd I believe). In 2003 that number plummeted to just over 
200. Between 2007 and 2011, the number fell by 13% and the 
employment figure in the industry fell by 30% over the same 
period.

Ufikile 
Khumalo, Execu-
tive Chairman of 
the Scaw Metals 
Group says the  
industry is in real 
trouble. “The local 
industry is in real 
trouble. Due to the 
continuing poor 
local demand  
experienced over 
the last couple of 
years, the remain-
ing players in the 
industry have not 
invested in the 
required capital 
equipment and 
new technologies.”

Not only is the 
increasing input 
cost of raw materi-
als like scrap metal to blame for the industry’s current dilem-
ma, but the annual hike in electricity costs, poor and inconsis-
tent local demand for foundry products and rising imports are 
all contributing factors.

“Scrap metal is the key raw material ingredient in the  
foundry industry. Competitive scrap metal pricing has the 
potential to reignite the local foundry industry. We regard the 
conversion of scrap metal into secondary metal products a 
priority against simply exporting a key resource such as  
scrap metal,” says Khumalo.

The lack of skilled labour has also been labelled by  
Khumalo as being a concerning issue for the local industry. 
“New training for the employees of foundries has not been  
prioritised by local companies, which has resulted in the  
foundries generally having an ageing workforce,” says Khumalo.

Khumalo says that the only way for the local industry to get 
back on its feet is with the help of the South African  
government. The Department of Trade and Industry and the 
Department of Economic Development must implement the 
required measures, in a coordinated effort to support the 
foundries.

“Such measures can and should be both from the supply 
and demand side. These crucial interventions would yield  

benefits such as local ownership, skills development, job  
creation, job preservation and the increased beneficiation of 
our abundant raw materials,” says Khumalo.

The South African government has already started with 
some interventions in this regard, namely the policy directive 
related to limiting the export of ferrous and nonferrous scrap.

“This will assist local foundries to have access to scrap at 
better prices. The jury is still out on how the metal recycling 
industry will respond in terms of logistical issues as the  
matter has not been welcomed by the local recycling industry. 
The primary and secondary steel producers, however, have all 
welcomed the proposed intervention,” says Khumalo.

The local industry 
must make use of 
state procurement  
and funding by key 
parastatals, which 
will help support 
the existing foundry 
capacity and to invest 
in new technologies 
by channelling a large 
proportion of orders 
to local existing 
industries.

The Scaw Metals 
Group has put plans 
in place and acquired 
enough funds to 
expand its existing 
capacity and improve 
on its efficiencies.

“Scaw also has 
access to the latest 
technologies through 
long-standing part-

nerships with reputable international  
companies that supply the international foundry market.  
Scaw believes it can compete with international companies 
both on quality and price if new volumes are placed, which will 
make investment economically viable,” says Khumalo.

According to a 2013 report by the South African Institute  
of Foundrymen, local foundries are the most important role 
player as far as GDP is concerned. Foundries contribute 
R9 048 million per annum to the South African GDP.  
Its eventual closure through policy neglect will severely impact 
the South African economy.

“The study confirms clearly that an intervention by  
government to optimise the foundry and scrap metal industry  
in South Africa is needed and will be far more beneficial than 
a policy of "doing nothing", allowing the current status quo to 
persist. Despite the need to sustain the foundry industry and 
the related downstream industries involved, such as the  
expanding automotive industry which is a key user of  
metal products, among others, the output and employment  
of the foundry industry within the metal industry have  
steadily declined over the past few decades,” the report  
read.

Local foundry industry  
in dire straits
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Team members at Toyota South Africa Motors late last 
year celebrated as the one millionth proudly South 
African manufactured Corolla rolled off the production 

line at the company’s Prospecton Plant in Durban,  
KwaZulu-Natal.

The white Toyota Corolla that came off the production line 
crowns six years of successful production in which the Corolla 
was produced in both left and right hand drive variants and 
exported to regions including Eastern and Western Europe, 
the Caribbean and Africa.

“It is very symbolic that the Corolla reaches this  
milestone now,” says Dr Johan van Zyl, President and CEO 
of Toyota South Africa Motors. “It not only celebrates a very 
successful production run for the tenth generation world’s 
favourite car, but it heralds the introduction of the new Corolla 
in 2014.”

The Corolla was first introduced in South Africa in 1975 
and soon became South Africa’s favourite family vehicle. It 

has been produced at Toyota’s Prospecton plant since  
introduction, while its local content was gradually increased 
and the range widened to include left and right hand drive 
models for various export markets.

While the one millionth Corolla will find pride of place next 
to the one millionth Hilux in Toyota’s museum at its Sales 
and Marketing Head Office in Sandton the Prospecton Plant 
is busy preparing the manufacturing facility for the start of 
production of the new Corolla, which was revealed at the 
Johannesburg International Motor Show held in October last 
year.

“The Corolla benefitted from our R8 billion investment  
programme (first announced in 2008), which modernised  
the plant and introduced a state of the art paint plant.  
With the new Corolla we hope to start our next round of 
investment and look forward to sharing this plan when our 
first new generation Corolla models roll off the line,” says  
Dr Van Zyl.

New milestone for Toyota SA Motors

One millionth Corolla manufactured at the Prospecton Plant in Durban.

“It is very symbolic that the Corolla reaches this milestone now,” says Dr Johan van Zyl, 
President and CEO of Toyota South Africa Motors. “It not only celebrates a very  

successful production run for the tenth generation world’s favourite car, but it heralds  
the introduction of the new Corolla in 2014.”
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Airbus has formally contracted South African aerospace 
company Aerosud for the full production of the fuselage 
linings, cockpit linings, galleys and wing tips for the 

lifespan of the A400M programme, which will provide sustained 
work, jobs and export revenues for the company and South  
Africa. Aerosud won the contract in open tender against a  
number of bidders in other countries.

The interior linings are manufactured from advanced 
composite and metallic materials which are tailored to meet 
stringent military requirements. The wing tips are a complex 
aerodynamic element and also house some of the aircraft’s 
safety and self protection systems.

The company also supplies components to Airbus for 
the A320 family of aircraft and 
the A350XWB long-haul airliner. It 
manufactures avionics racks for the 
successful A320 Family of single-aisle 
jetliners, flap-track cans (components 
inside the wings) for the A320 Family  
and for the new, ultra-efficient  
A350XWB long-haul airliner. Aerosud  
manufactures the fuselage frame-
clips for the A350XWB programme. 
These secure the skin panels covering 
the aircraft's body to its skeleton-like 
frame of ribs and stringers.

The announcement coincided with 
the unveiling of a new Continuous  
Fibre Reinforced Thermo-form Plastic 
(CFRTP) press, one of the most 
capable of its kind available to the 
global aerospace industry. It represents a R13,6 million capital 
investment and offers unique capabilities in support of the 
A400M programme.

The CFRTP press, which has been installed in Aerosud’s 
plant in Pretoria, will manufacture high strength specialised 
products, in this case clips which attach body panels onto Airbus 
aircraft. The difference being that the material, which is an 

advanced polymer matrix reinforced with glass or carbon fibres, 
has similar properties to carbon fibre, however instead of taking 
around eight hours to cure in an industrial autoclave as carbon 
fibre components do, CFRTP components can be formed to a 
finished product in between six to eight minutes.  

"While the CFRTP press has been developed and installed 
primarily for the A400M programme, it positions Aerosud - and 
South Africa - to expand its business with Airbus in this  
specialised manufacturing niche," explained Paul Potgieter, 
Aerosud Managing Director.

Aerosud is therefore clearly positioning itself towards  
becoming a global aviation component manufacturing company 
by specialising in unique niche high technology manufacturing.

"I am happy to re-affirm Airbus' 
commitment to South Africa and its 
aerospace industry," Airbus  
vice-president for international  
co-operation Simon Ward said at the  
media briefing to announce the 
contract.

"Today Airbus-related work is 
the main contributor to the sector 
by value, and probably by volume in 
terms of the sheer number of parts 
manufactured here for our  
programmes. We have contracted 
work with local industry worth about 
R4 billion. Last year alone, the value 
of Airbus-related manufacturing 
in South Africa was worth around 
R350 million."

Trade and Industry Minister Rob Davies, also speaking at the 
briefing, said the awarding of the contract demonstrated South 
Africa's capacity for advanced manufacturing, and indicated grow-
ing international confidence in the country's aerospace industry.

"The aerospace industry is a strategic one, one characterised  
by significant levels of value-addition and technology intensity," 
Davies said. "Because the global industry is heavily  

Aerosud and Airbus Military 
extend partnership with the  
signing of new contract
The contract will involve the manufacture of parts and 
assemblies for the Airbus A400M military transport aircraft.

Paul Potgieter, Aerosud Managing Director,  
Trade and Industry Minister Rob Davies and Johan Steyn, 

MD of Aerosud Aviation

 An illustration of the A400M military transport planes

The new Continuous Fibre Reinforced  
Thermo-form Plastic (CFRTP) press

A component manufactured by  
Aerosud that will be supplied to Airbus

Track-can flanges are drilled and trimmed  
using a Haas VF4 vertical machining centre 

prior to welding and final assembly
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concentrated with complex supply chains in which suppliers 
have to meet the highest global standards, it is safe to state that 
it's not a small achievement for a South African company to have 
become part of this supply chain."

“The contract would provide sustained work, high-tech jobs 
and export revenues for South Africa, adding that successful 
military transport aircraft programmes tended historically to run 
for over 50 years,” continued Davies.

Aerosud has benefited from the Department of Trade and 
Industry's (DTI's) Aerospace Industry Support Initiative (AISI), 
which helps local aerospace companies to meet international 
standards, develop and commercialise new technologies, and 
gain international exposure.

Davies said the DTI had, through the AISI and the National 
Aerospace Centre programme, provided industry investment  
and skills development support worth R27 million to 169  
organisations in 2012. He added that Aerosud had shown  
how a close working relationship between the government and  
business was possible and sometimes necessary for companies 
to succeed in a highly competitive global marketplace.

The Minister went on to praise Aerosud’s achievements in 
winning the Airbus contract, and emphasised the close  
working relationship the company has with government through 
its close participation in the Centurion Aerospace Village which 
was initiated and supported by the DTI in order to promote the 
growth and development of high-tech aerospace manufacturing  
companies such as Aerosud alongside their suppliers, by  
allowing them to situate themselves within close proximity  
to one another. This in turn allows them to leverage joint skills 
development, technological collaboration and shared services, 
as well as joint marketing initiatives.

Aerosud employs more than 600 people, all of whom are 
skilled labourers, which following the signing of the new Airbus 
contract is set to increase to more than 800 individuals. On top 
of this the company expects to expand its premises and sales 
well into the future, with around 98 percent of all its products 
currently being exported.  

Airbus delivered the first of a batch of 50 A400M military 
transport planes to the French Air Force in October 2013. South 
Africa is one of a number countries working on the A400M 
programme.

For further details visit www.aerosud.co.za 

The Aerosud Innovation and Training Center has recently installed 
a DMG Mori DMU 65 Monoblock 5-axis machining centre that was 
supplied by Retecon Machine Tools.  A Durma AD-R 30135 CNC 
controlled press-brake supplied by Durma South Africa is in the  
background. The 135 ton 3 metre machine is used to form various 
formed components, mainly out of 2024 aluminium. This includes  
box type structures and bent-up stringers
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A new policy on the export of scrap from South Africa  
continues to draw fire from local scrap merchants, with 
the country’s second-largest scrap trader, SA Metal, 

taking the International Trade Administration Commission of 
South Africa (Itac) to court to force the regulator to grant export 
permits it had refused under the policy.

SA Metal’s urgent interdict application was heard in the 
North Gauteng High Court, in Pretoria, on November 13, the 
scrap merchant’s CEO Graham Barnett confirmed.

“Unfortunately, the judge refused to hear the matter on an 
urgent basis,” he told Engineering News Online, adding that 
there was an undisclosed amount of SA Metal scrap that the 
company is unable to export.

A high court official confirmed that the judge struck the 
interdict application from the urgent cases roll, with all costs 
payable by SA Metal. He explained that it was still possible for 
the interdict application to be heard if it was put on the normal 
motions roll, but it remained unclear when this would happen.

The policy, which has been in effect since September 16, 
requires ferrous and nonferrous scrap dealers to offer their 
consignments to the domestic market first at a 20% discount to 
published international prices, before they could apply to Itac 
for export permits for these consignments.

In late August, when the government announced the  
implementation date as September 16, the Metal Recyclers  
Association (MRA) filed for an urgent interdict to halt the policy.

The court only heard the case on October 28, by which time 
the policy had already been in effect for more than a month, 
and dismissed the interdict application, a move that has drawn 
support from labour union, the National Union of Metalworkers 
of South Africa, as well as the Non-Ferrous Metal Industries  
Association (NFMIA).

However, Barnett listed a number of problems South African 
scrap merchants have encountered in the roll-out of the new 
scrap policy since its introduction.

“We are seeing local consumers making offers to purchase 

scrap metals available for export at prices between Itac preference  
prices and actual export achievable prices,” he noted. “My  
understanding is that Itac is not issuing export permits if they 
are made aware of offers made above Itac preference prices.”

Barnett said Itac had to iron out more details surrounding 
the pricing system to eliminate confusion.

“These offers to purchase all seem to be made on a  
delivered basis,” he noted, adding that Itac has, so far, not 
made clear whether its price is on a collected or delivered basis.

“Sellers may not be in a position to deliver, or the cost of 
delivery may result in the offered price being uncompetitive,”  
he added.

Barnett pointed out that, during October, the first full month 
of the price preference system having been in place, Itac had 
made mistakes in calculating the right price for local users, 
which caused some confusion among sellers and buyers.

Another ambiguity, he felt, was that Itac has not indicated 
whether buyers have to be creditworthy.

“Itac is also in the process of  
learning the system,” NFMIA  
chairperson Bob Stone said. However, 
he was confident that the system  
would work, benefiting the local  
beneficiation industry.

Indeed, Engineering News Online 
has learned that Gauteng-based New 
Reclamation Group (Reclam) may be 
in the process of buying a Boksburg 
foundry. Reclam is looking at buying 
Crown Cast from Sovereign Steel for an 
undisclosed amount.

This acquisition may be proof that 
the new policy is working in its attempt 
to revive the South African foundry  
sector, which is the primary beneficiator 
of ferrous and nonferrous scrap.

“The scrap metal yards are now 
starting to look at melting as a viable 
option,” Stone said, referring to the 
Reclam acquisition. “If anything, it  
actually shows that the policy is  
working.”

Crown Cast is a steel foundry that would be a primary 
consumer of ferrous scrap metal to produce its castings, while 
Reclam is a major supplier of ferrous scrap metal, with the bulk 
of its products earmarked for the export market.

It is unclear at what stage of the process the acquisition is 
and what Reclam intends to do with the foundry. The company 
did not answer repeated calls for information.

However, Reclam is a major supplier of ferrous scrap metal, 
with the bulk of its products earmarked for export.

“It makes sense [for Reclam],” a market source, who  
declined to be named, commented. “Reclam must offer its 
scrap locally and at a discount. Why not simply benefit from this 
by using it in your own downstream operations? And then you 
have a higher value product than the scrap to export, minus the 
hassle that the new policy is imposing on scrapyards.”

The policy has been imposed in line with the South African 
government’s plans to incentivise more beneficiation locally in 
accordance with the National Development Plan.

Scrap export policy effects  
ripple through South African scrapyards





Ms Nyembezi-Heita was appointed as CEO and a  
member of the board in March 2008, seven months 
before global stock markets crashed. Since then, the  

South African unit of the Luxembourg-based and world’s largest 
steel group has struggled, along with its parent company, in 
weak and highly volatile global and domestic steel markets.

In November 2013 the steelmaker ended a three-year 
pricing dispute with raw material supplier Anglo American Plc’s 
Kumba Iron Ore Ltd. (KIO) Kumba will sell as much as  
6.25 million metric tons of ore a year from its Sishen and  
Thabazimbi mines to the ArcelorMittal unit at the cost of  
production plus a 20 percent margin.

“Although challenging, over the last six years as a  
management team, we have achieved significant advances in  
a number of areas,” Nyembezi-Heita said in the statement.  
“As the market turns, we can expect a marked improvement in 
our financial performance, aided in no small measure by the 
recent settlement with Kumba.”

Its share price has gyrated from about R65 in March 2009 
to about R120 in August that year, subsequently declining to 
around R23 in May last year. The company’s price:earnings  
ratio is now at around 260.

No reasons were given for the decision. But an  
announcement on Ms Nyembezi-Heita’s successor would be 
made in due course, the company said. The group said that she 
would not conduct interviews about the announcement.

She has guided the company through an acutely difficult 
period for South Africa’s construction sector, which fell into a 
rapid and deep slump after the 2010 Soccer World Cup ended. 
Construction accounts for the biggest part of steel consumption 
in South Africa.

The group saw a rise in headline earnings to 50c per share 
in the third quarter ended September 2013 and was in a  
positive cash position, despite “fairly weak” trading conditions.

The company also raised the ire of some in government 
by resisting calls for a “developmental steel price”, along with 
failed black economic empowerment (BEE) deals involving  
individuals believed to be close to President Jacob Zuma and 
the influential Gupta family.

This led to a long-running battle with Anglo-American  
subsidiary Kumba Iron Ore over mineral rights and cheap  
iron-ore supply. But this was resolved in November when  
Kumba CEO Norman Mbazima and Ms Nyembezi-Heita signed  
a new pricing agreement.

In terms of the agreement, ArcelorMittal SA will get iron ore 
for up to $20 less per ton than it had been paying.

“Ms Nyembezi-Heita has certainly presided over a period 
during which it seemed that most things which could go wrong 
did so,” said Stephen Meintjes, head of research at broker 
Imara SP Reid. “She did so with remarkable equanimity and 
confidence.”

“Personal reasons aside, however, the onlooker might be 
forgiven for asking why she has resigned now if a turnaround is  
imminent? Not all of the problems were due to external events, 
such as the ... Sishen mining rights, but many of them were, 
including the vexed issues of lack of competition (and) ... the  
government’s desire for developmental steel prices, the  
complexities of BEE, and the state of the steel market to  
mention a few.”

ArcelorMittal SA chairman Mpho Makwana thanked  
Ms Nyembezi-Heita for her “tremendous contribution” during  
an “exceptionally challenging period”.

Ms Nyembezi-Heita was quoted in the company statement 
as saying her management team had achieved a lot during her 
tenure. “Our safety performance is now world-class and we have 
also taken huge strides towards meeting our environmental 
obligations.”

She added that the company had shown “steady progress” 
with its operational improvement programmes. It could expect 
a “marked improvement” in financial performance when steel 
markets recovered.

ArcelorMittal CEO  
Nyembezi-Heita to step down 

After a six-year rollercoaster ride at the helm of ArcelorMittal SA,  
CEO Nonkululeko Nyembezi-Heita has said she was quitting South Africa’s primary steel  

manufacturer. The resignation will take effect on February 18.
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A company that began business manufacturing chisels,  
toolbits, reamers and twist drills with a complement of 
about 20 employees is now a specialist in the design 

and manufacture of high performance, standard and custom 
carbide and high speed steel cutting tools for the industrial 
market, serving local and export customers in over 70 countries 
worldwide, is celebrating its 60th anniversary this year.

The company name Somta is an acronym for Samuel Osborn 
Mushet Tools Africa, which resulted from the Sheffield, England 
company Samuel Osborn Ltd, through two of its subsidiaries - 
Osborn Steels and Osborn Mushet Tools – establishing Africa’s 
first cutting tool manufacturer in 1954. 

Somta continues to operate from its original site on Moses 
Mabhida Road (formerly Edendale Road) in Pietermaritzburg, 
KwaZulu Natal. From humble beginnings in 1954 with 20 
employees, Somta has grown into one of the largest cutting 
tool manufacturers in the southern hemisphere, operating from 
offices and modern manufacturing facilities laid out over three 
hectares with a complement of over 400 employees.

The factory manufactures 25 000 standard items and a 
further 6 000 made-to-order items with the capability to supply 
these tools ex stock to the local market within 24 hours. Product 
categories can be summarised as drills, cutters, reamers, 
threading tools and toolbits, which are made in a wide range of 
sizes using various materials (high speed steel and solid  
carbide) and Balzers PVD surface coatings to extend wear life.

History
One of Somta’s claims to fame is that its former parent 

company produced the first twist drill made from high speed 

steel. Prior to 1870, twist drills were made from a flat piece of 
steel and then physically twisted, hence the name. Thereafter 
the flutes were produced on milling machines until the grinding 
method arrived.

One milestone worth a mention is that Somta purchased a 
Hertlein drill flute grinding machine in 1963, even before the 
parent Sheffield company bought one. This machine is still in 
operation today and grinds the flutes of a drill (up to 13mm 
diameter) in one pass in a solid hardened blank. This was  
unheard of in those days.

During the period of 1963 to 1979 Somta  
gradually grew in both output and number of 
employees. Numerous products were added to the 
range during this period. In 1979 Haggie Ltd, one of 
the largest steel rope manufacturers in the world, 
purchased the company. The South African mining 
sector was their biggest market.

Growth at Somta in the 1980’s continued,  
with Haggie as its owner, and accelerated with  
investment in capital equipment and by acquisition. 

The introduction of friction welding for  
manufacturing the HSS body with an EN9 shank in 
1980 saw Somta become the first cutting tool  
manufacturing company to do this outside of the 
UK. The acquisition of CNC grinding machines in 
this period ensured greater consistency in quality 
and enabled Somta to enter and compete in world 
markets.

 Somta acquired Clarkson Tap and Die South 
Africa (conveniently located next door) in 1982 and 
Mitco Tools Pietermaritzburg in 1984. Clarkson had 
about 60 employees and Mitco about 160.  
The Mitco premises were closed with all of the  
employees and machinery moving to the present 
Somta site in Edendale Road. 

ShOPfRONT   fOcuS

Somta Tools  
to celebrate its 
60th anniversary in 2014 Some of Somta 

Tools’ range

Some of the earlier management team, left to right - 
Pat o’Dougherty, Gerry Nocholls, Vernon Potgieter, Jack Dalton,  

Joe Aszalos and Charles Severn 

A tool in actionThe Walter Helicheck Basic 3,  
a 4-axis CNC measuring machine for  

non-contact complete measurement of  
rotationally symmetrical precision tools  

with complex geometry
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Working space was at a premium with so many more people 
and additional equipment. Management decided to extensively 
add factory space and at the same time to establish separate 
factories for product types, for instance steel stock and blank 
preparation, drills, taps and end mills.

Each factory had its own manager who was responsible  
for hiring staff, training, quality, cost controls and stock holdings.  
This occurred in 1986 and this concept remains today. In  
essence the employees in each factory became product specialists.

Change of ownership – 1999 to 2003 
In 1999 Haggie decided to ‘unbundle’ its non-core or  

non-mining related companies, of which they had quite a few. 
Brooke Industrial Holdings, a company based in the UK, then 
purchased Somta. Unfortunately Brooke ran into difficulties in 
2003 and went into liquidation. Somta then underwent a  
management buyout largely funded by the SCMB (Standard 
Corporate Merchant Bank).

Immediately after the buyout in 2003, Somta made a 
substantial investment in a state-of-the-art Balzers PVD Rapid 
Coating System plant, which was integrated into its  
manufacturing programme. This enabled the company to offer 
the innovative range of Balzers BALINIT® high performance 
coatings on all cutting tools and to compete with the very best 
high tech tool producers in the world.

The Balzers coating plant has also allowed Somta to  
successfully enter the tungsten carbide tool market with coated 
drills, end mills and special tools, as well as offering recoating 
capabilities.

Machine development 
One of Somta’s strengths is its 

ability to design and develop its own 
cutting tool manufacturing machines 
in-house, originally initiated because of 
a weak Rand and long delivery times 
from machine tool manufacturers. There 
are obvious competitive advantages of 
in-house machine building.

Employees 7.5% stake
In late 2010 Somta Tools launched 

an empowerment initiative through the 
establishment of the Somta Employees’  
Trust, which gave the company’s  
employees a collective 7,5% stake in 
the company. This all came about when 
management purchased and  
restructured the company from its main 
shareholder, SCMB (Standard Corporate 
Merchant Bank). The deal was part 
of the company’s broad-based black 
economic empowerment strategy in its 
attempt at initiating its own “African 
Renaissance” with the aim of making 
employees feel like they are part of 
something great.

Carbide production facility  
expansion

In 2012 Somta invested over  
R10 million rand that year alone in 
state-of-the art CNC equipment, which 
saw the company quadruple its carbide 
tool manufacturing capacity, thereby 
improving delivery times. 

 Included in this investment was a 
Walter Helicheck Basic 3 CNC  

measuring machine for non-contact complete measurement of 
rotationally symmetrical precision tools with complex geometry, 
which significantly improves quality and inspection procedures, 
as well as further CNC grinding machines.

 To accommodate these new machines and allow space for 
further expansion, the carbide production facility was extended 
from 130 m² 
to 418 m². This 
expansion allowed 
for a dedicated 
test and  
training facility 
which included 
the addition of a 
Haas VF-3YT CNC 
vertical  
machining centre, 
to test, run and  
enhance current 
and new tool 
designs, as well 
as for training 
purposes. 

   Somta can 
now utilise its 
state-of-the art 
R&D facility to  
find solutions  
to difficult  

Imagine having to work with these in the 
modern era

The picture says it all

More modern equipment is used these days

In the early days



METALWORKING NEWS   v 12. 6   January 2014   49

machining applications or material types and is able to simulate 
the production conditions so that their customers no longer 
have to break into critical production lines to conduct testing. 
No other facility on the African continent boasts the combined 
manufacturing, measuring, coating and testing capabilities.

To support this investment, Somta this year established the 
Somta Spindle Solutions team aimed at providing technical  
support at the machine spindle. The express focus of this team 
is to see how they can add value for end users by reducing cycle 
and set up time, as well as tooling cost per component. 

The company is now positioned to offer a solution for any 
cutting tool application as it is also the agent for the exciting 
new Ceratizit range of carbide insert tooling.

The company was ISO 9002 certified in 1991 and ISO 9001 
in 2003 and 2008 and has retained this certification to date.

In line with its goal of continuous improvement, Somta Tools 
has been certified as a Level 6 B-BBEE company.

International exposure
Somta Tools has been a  
regular exhibitor at the world’s 

largest metalworking  
exhibition EMO, which 

takes place in Europe 
every second year, for 
over 30 years. It uses 

this exhibition as an 
excellent base to 
launch new products, 
meet with new and 
existing customers 

and suppliers, and 
gauge new technology 
developments in the 
market.

In 2013 the 
company sent a team 
of six people to EMO, 
which was held in 
Hannover, Germany, 
in order to achieve 
its objectives and 
believes that the 
show was particularly 
successful for several 
reasons.

At EMO 2013 
Somta took the  
opportunity to launch 
some of its new high 
performance solid  
carbide ranges for 
hard steels up to 62HRC, aluminium, stainless steel and  
titanium. These new ranges attracted substantial interest from 
some of the world’s leading industrial distributors and end users.

A new initiative to establish a ‘Somta Europe’ hub in  
Stuttgart, Germany was officially launched at EMO. The hub 
ensures that, because of the extensive stock holding in  
Stuttgart, companies in the EU region purchasing Somta tooling 
will receive their orders within 48 hours. The hub also offers an 
excellent technical support system.

“Substantial testing in the company’s new R&D centre 

All new tools are well complemented by 
the introduction of the latest coating  

technology for carbide tooling in  
association with Swiss partners Balzers
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showed many of Somta’s tools were  outperforming the world’ 
s leading brands. Evidence of this was available through world 
class video footage supporting the company’s claims,” said 
Somta’s MD Allan Conolly.

“It is very easy to feel intimidated by the 538 competitors 
exhibiting in your field, many with huge stands and an endless 
array of tooling options. But we were encouraged by feedback 
from several customers that the tests they had done with some 
of our new carbide tools yielded better results than with any 
other tools they had tried,” said Conolly. 

“In reference to Somta’s new patented solid carbide Varicut 
end mill, one large European distributor stated: “We have been 
looking for a tool like this around the world for over four years 
and finally we have found it – we salute you!”. Feedback like this 
was encouraging and a first for Somta.”

“It was also interesting to note the reducing amount of 
high speed steel tooling on show even though there remains a 
significant demand for such tooling. It appears that there are 
a diminishing number of high quality HSS tool manufacturers 
worldwide and as such we had a fair amount of interest in our 
HSS tools on show. As a result we expect to generate some new 
business from this.”

“There was some fantastic technology on display and if you 
want to manufacture world class products then you need to 
invest in such technology. Our technical and production team 
visited many stands studying the latest technologies and Somta 

has now invested in some new equipment. This will help to 
boost the company’s ability to manufacture world class tooling, 
and to do so cost effectively.”

“A visit to a show like EMO is such a powerful reminder that 
the world is a big place with lots of opportunities for those who 
can innovate, produce a quality product and back it up with 
good service and support. We in South Africa are in danger of 
being too local in our mindset and I would encourage as many 
manufacturers as possible to make the investment in  
attending an exhibition such as this. It will change your  
thinking and yield a valuable return for you in time. Once  
South Africans have the benefit of better understanding and 
the opportunities the world has to offer they will see that they 
can compete and make inroads into these areas and should 
certainly not be intimidated by leading competitors.”

“A final important component was the team building and  
fun that was had in the evenings, with many dinner table  
discussions filled with laughter and crazy new ideas about tool 
designs and business opportunities!”

“This was a very valuable show for Somta Tools and we  
have already received some substantial new orders as a result 
and are looking forward to more. We will be back at EMO in 
2015 and hope to see more South Africans exhibiting and  
visiting the show.”

The book called Tool Story
To celebrate its 60th anniversary and to commemorate this 

milestone, a book on the history of the company has been  
written by Charles Severn, a recently retired Somta Director, 
who was with the company for 43 years.

“The book, called Tool Story, begins as far back as 1826 
when Samuel Osborn started his tool and steel business.  
His son grew the company to become the leader and largest 
tool steel manufacturing company in Great Britain by the turn  
of the 19th century,” said Severn. 

“Somta Tools has such a rich and interesting history  
having been founded by the Sheffield steel company,  
Samuel Osborn & Co. with the mandate to use as much  
Osborn steel as possible. The book deals with a chronological 
account of each decade with details of Somta’s growth,  
acquisitions, the changes in ownership, the purchase of  
equipment, product development and marketing. It also  
mentions its personnel with amusing stories and  
anecdotes.” 

For further details contact Somta Tools on  
TEL: 011 390 8700 or visit www.somta.co.za    

What the machine shop looked like  
some years back

A general view of some of the machines involved in  
manufacturing the company’s tooling

With the increased demand for product Somta Tools now have  
a number of ANCA CNC grinding machines. This one is equipped 

with a 20kW motor and a robotic arm
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For decades brass and copper have been used in a variety of 
industries. From plumbing to aerospace, from hardware to 
the automotive industry and beyond. The challenge lies in 

finding a supplier with the skill to identify and produce the best 
solution for your specific requirements.

Copalcor is South Africa’s largest manufacturer of copper, 
brass and alloy-based semi-finished products and turnkey  
busbar solutions.

Established in the Johannesburg, Gauteng area in 1948,  
the company has undergone various name changes from  
McKechnie Brothers, Brass Extruders (BESA) and Copalcor 
Rolled Metals (CRM) to the current Copalcor Group.

Copalcor offers solutions incorporating a wide range of 
extruded, rolled and forged non-ferrous metal products for local 
and international markets.

Through ongoing development and expansion the company 
maintains its position as a leader in the field of service to  
South African strategic industries and continues to grow as an 
exporter worldwide.

Recognising the onset of a harsher economic climate, the 
Copalcor Group streamlined itself during 2008 to embrace the 
growing industry demand for customised and cost-effective 
solutions. In the subsequent years it has invested in numerous 
areas of the company, with a particular emphasis on new  
equipment to increase and modernise its production facilities. 

At the same time management took strategic decisions 
which have resulted in the company not just being regarded as a 
convertor of copper and brass.

In 2010 Copalcor installed a state-of-the-art 1000 kW  

Inductotherm VIP® Induction Power Supply unit that increased 
its melting capacity in the non ferrous foundry division of the 
company. At the time it was the first major investment the  
company had made in capital equipment for a number of years.

The Inductotherm power supply unit that Copalcor installed 
supplies power for the melting of commercial brass and copper 
alloys for a three ton furnace. The furnace is used by the  
company to supply metal for a continuous vertical casting  
process. The metal is cast into rounds and a flying saw  
procedure is used to cut the billets to size in seven and nine 
inch diameter. These billets are then extruded into coil form, 
drawn through a die for final size, cut-to-length and then packed 
for the international welding industry. 

The existing 1000 kW Inductotherm power supply unit 
was stripped, refurbished and upgraded and then installed to 
compliment the new power supply unit. Once all three furnaces 
located in this division of the company were fully functional, 
it then had the capacity to melt over 400 tons of non ferrous 
metal alloys a month.

Several plant upgrades to increase company’s capacity  
and production

Copalcor then installed a 1600 kW induction heating  
system for both sawn and sheared brass and copper alloy 
billets. The billets are heated via a coil to 850º C before being 
transported by means of the existing mechanical handling  
system, which was modified and upgraded to suit the new 
heater, to an extrusion machine that is located next to the billet 
heater. Designed to heat 35 billets an hour, the Banyard heater  
replaced two existing lines.

At the same time Copalcor also upgraded the extrusion 
machine, including the hydraulics.

Processes
Using computer modelling and simulation software,  

Copalcor can predict what to expect during initial tool design 
and production. A professional design team works with every 

Copalcor Group  
streamlines itself

Left: One of the bigger machines that Copalcor invested in last year was 
a Tongtai Topper TMV 610A vertical machining centre with a six metre 
bed, which arrived in November 2013. The machine was specifically 
purchased to do slotting and drilling operations on copper busbar plates. 
Although the company can manufacture busbar plates up to 10 metres 
in length the majority of their requirements are six metres and below. 
The Tongtai Topper machines were supplied by PBS Machine Tools
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customer to explain the entire process, with all the  
advantages in cost and time clearly explained. It all 
adds up to significant savings in both time and money.

Copalcor continuously augments its sophisticated 
stable of technology, expertise, project and machining 
capabilities by making their own tools and dies  
in-house. All of which are designed to keep costs to a 
minimum and maintain quality control while meeting today’s 
demanding delivery requirements. 

Effective project control is facilitated by having most 
manufacturing operations centralised at Copalcor’s production 
facilities, situated on a 40 hectare company-owned property 
in Wadeville, Germiston. The company has a well-established 
network of local and international sub-contractors and suppliers 
who can supply any specialised components and materials.

Copalcor is the leading manufacturer of busbar systems in 
Southern Africa. The operations of casting, rolling and busbar 
fabrication are all fully integrated and offer clients a complete 
solution from design to manufacture, through to installation.  
Copalcor prides itself on close customer consultation regarding 
all technical, scheduling, shipping and installation arrangements. 

Copalcor is also experienced in the design and supply of  
all steelwork and insulation material for supporting busbar  
systems, and has extensive experience in managing the  
shipment and installation of busbar systems worldwide,  
including the provision of all installation manuals and drawings. 

Copalcor has implemented turnkey solutions for  
chemical corporations, electroplating copper foil plants, mining 
and mineral beneficiation companies, and companies in the 
metals furnace and smelting industries amongst others.

Further plant investment – new machine shop
In 2012 Copalcor recognised that there were further 

challenges to face but also numerous opportunities to take 
advantage of. Expansion into niche markets and new product 

launches was a main focus area for Copalcor. Another was to 
maintain close personal contact with its customer base, allowing  
their immediate and future needs to be catered for.

However when the company started losing jobs to cheap 
imports from low-wage countries, it looked for ways to replace 
the lost business. 

Some companies that lose work to cheap imports and  
low-wage countries react by freezing spending, laying off  

employees, going to 
shorter hours and, in  
general, doing what they 
can to hang on until  
business conditions  
improve. Other  
companies react by  
taking steps to replace 
the lost business with 
new business that is less 
vulnerable to cheaper 
labour rates and looking 
within at ways of  
becoming more cost  
effective. Sometimes 
those steps lead to  

substantial investments in newer, more productive equipment 
— a scary path in what are uncertain times. However, the new 
equipment and the increased capabilities that it provides may 
be just the key to generating new and more profitable business.

One such area Copalcor looked at was its machine shop  
and machining requirements. It was equipped with a few aging  
machines but more importantly the company was farming out 
most of its machining requirements. They realised that if other 
machine shops could produce work and prove profitable, they 
should be able to improve the processes and do as well  
themselves. In other words if they could add the beneficiation  
process in this area to their services, by bringing it in-house, they 
could be in control of their costs as well as their delivery times. 

What they did not realise was the whole host of other  
benefits it would bring.

After a few months of planning and discussion,  
Management decided it was time to invest in the machine shop. 
However, starting a new machine shop can take a lot of time, 
money and work, and even so, there is no guarantee of success. 
This is when Copalcor approached PBS Machine Tools.

They had seen that PBS Machine Tools had been involved in a  
number of turnkey projects and decided to call on their expertise.

“Not only did we have limited experience in the machining 
field the type of machining we were involved in was very basic,” 
said Barney Barnard, Executive Manager Group Manufacturing 
of Copalcor.

“Our strategic plan was to focus on transferring the  
benefication into our hands and if we needed outside help to 

The Tongtai Topper HS-22M CNC lathe is  
fitted with a robotic self loader/unloader, a  

14 pallet system and driven tools

Copalcor can now machine thousands of 
copper and brass components a day

The first of the eight new CNC machines that Copalcor has 
so far invested in for its new machine shop, which was  
specially constructed, were two Tongtai Topper TMV 510 
CNC machining centres, both equipped with pallet changers



The 14 pallet system which is fitted to the  
robotic self loader/unloader

The Tongtai Topper TMV 610A vertical 
machining centre with a six metre bed had been 
set up with six one metre stations and was 
performing operations on both ends of the one metre length busbars
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do this we knew that we would minimise the learning curve,” 
continued Barnard.

New Tongtai Topper machines
The first of the eight new CNC machines that Copalcor has 

so far invested in for its new machine shop, which was specially 
constructed, were two Tongtai Topper TMV 510 CNC machining 
centres, both equipped with pallet changers.

“These arrived in September 2012 and have been  
virtually working 24/7 since then. We chose them because of 
the quantities that are involved. After reviewing various time 
study options with PBS these machines were the best solution. 
They are machining a number of different components but two 
stand out. These are a 22mm and a 15mm brass compresssion 
nut, which need a few operations to be performed. Quantities 
are 350 000 and 500 000 per month respectively and we have 
got the machining time down to about 6.5 seconds per  
compression nut.”

“Another advantage is that with the two pallet system we 
are not restricted to machining the same component, which are 
all relatively small. Fixtures have been manufactured to suit a 
component and these are set up while machining takes place 
on the other table.”

The success Copalcor was achieving with these two  
machining centres soon led them to place orders for a further 
five Tongtai CNC machines, all of which arrived during 2013.

“We have been very specific in our choice of machine 
because of the number of different components that need to be 
machined and the various operations that need to be carried 
out,” explained Barnard. 

“One of them is an Tongtai Topper HS-22M CNC lathe, which 
is not a unique machine. However what makes it special is that 
it is fitted with a robotic self loader/unloader, a 14 pallet system 
and driven tools. This machine arrived in September 2013 and 
is pushing out between 3000 and 4000 components a day 
having performed mill, drill and turn operations. The beauty of 

it is that you set the parameters, load the pallets and then it 
becomes operator free.”

One of the bigger machines that Copalcor invested in last 
year was a Tongtai Topper TMV 610A vertical machining centre 
with a six metre bed, which arrived in November 2013. The 
machine was specifically purchased to do slotting and drilling 
operations on copper busbar plates. Although the company can 
manufacture busbar plates up to 10 metres in length the  
majority of their requirements are six metres and below. 

The machine comes equipped with a Renishaw probe 
because when I visited, the machine had been set-up for six one 
metre stations and was performing operations on both ends of 
the one metre length busbars. Immediately after the operations 
had been completed the Renishaw probe would check that they 
were in spec.

Thread rolling 
The company has also brought its thread rolling operations 

inouse. “Again we looked at how we could control the add value 
scenario and although it is not a huge part of the overall  
operation we still have a number of transformer stems that we 
need to thread roll. At this stage we only operating with three 
dies and it is not operating anywhere near full capacity but in 
the future we can expand this,” explained Barnard.

“We have spent over R8 million on new equipment for the 
machine shop so far and we will be adding more machines in 
the near future. The project has created eight new positions and 
helped to reduce our cost per component drastically, which we 
pass onto our clients. However what we did not realise when we 
set off on this capital expenditure project was the possiblities it 
opened up for us. We are taking care of our own requirements 
but because of the capacity and modern equipment we have, 
we are now able to offer our machining services to our clients as 
well as being able seek outside work.” 

“It also gives us the opportunity to manufacture new products  
within the company. We are already manufacturing a wide range 

Barney Barnard, Executive Manager Group Manufacturing of Copalcor 
with Bennie Visser - Production Manager for the forging shop & the new 

CNC machine shop & Bernard Griffon - CNC machine shop foreman

PBS Machine Tools also supplied the Poly Gim CNC lathe  
that is fitted with a bar feeder

A billet that has been heated  
via a coil to 850 degrees C

The heated billet then enters  
an extrusion process

Extruded round bar



of rolled, extruded and forged non-ferrous metal products. Now 
we can add benefication – the possibilities are endless.”

Products
Copalcor currently offers a wide range of products and 

solutions and in addition to the existing product offering, new 
products will be made available to cater for niche markets and 
satisfy the demand for custom-made options. Casting, rolling 
and fabrication are fully integrated and Copalcor offers turnkey 
solutions from design through to manufacture and installation. 
Available products include busbar and bustube, hanger bar,  
copper mould plate and cooling blocks, earthing products,  
profiles and custom extrusions, copper and brass rolled products,  
forgings, copper and brass foil, strip, disks, plate and sheets, 
copper and brass extruded products, roofing copper and ingots.

Mould plates, cooling blocks and contact shoes: Copalcor’s 
copper mould plate and cooling blocks (furnace sidewall coolers)  
are available in thicknesses ranging from 30mm to 150mm and 
widths of between 80mm to 695mm. They are ultrasonically  
tested and can be requested in any length. Through their partner  
industries Copalcor also supply fully recyclable, copper contact 
shoes.

Earthing products: Copalcor has been engaged in the 
manufacturing of competitive brass earthing and other forged 
components for the past 16 years. 

Busbar: Copalcor specialises in the supply and installation 
of busbars and has implemented busbar systems and facilitated 
busbar project management across the globe. From design 
through to installation, every step is meticulously planned.  
Copalcor also has extensive experience in managing the  
shipment of busbar systems worldwide therefore ensuring that 
the projects are delivered on schedule.

Head office location
The Copalcor group's head office and production facilities 

are situated on a 54 000m² company-owned property in  
Wadeville, Germiston, which is located near Johannesburg in 
South Africa's Gauteng province. They also have branches in 
Cape Town, Pretoria, Durban and Port Elizabeth.

The company is a Supporting Member of the CDAA (Copper  
Development Association Africa) and is active on the CDAA's board.

Quality is extremely important to Copalcor. Standards are 
maintained throughout each process, from the validation of 
raw material to the final semi-manufactured product. This is 
achieved by adherence to ISO 9001:2008. They have  
DQS ISO 9001 IQNet certification and Eskom approval for their 
Earthcor product.

For more information regarding Copalcor’s products,  
solutions or events, please contact them on TEL: 011 821 0700 
or visit the website at www.copalcor.co.za

The company has also brought its thread rolling  
operations in-house
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Paramount Trailers officially opened its new manufacturing 
facility in October 2013. They invested R150 million in a 
state-of-the-art facility in Kliprivier Business Park, which is 

situated next to the R59, the busy link between Johannesburg 
and Vereeniging.

This family-owned business had been based in Alrode, south 
of Johannesburg for the past 17 years, acquiring numerous 
premises around the initial offices to facilitate company growth 
over the years.

Fernando Marques, who is now Chairman and CEO of the 
company, established Paramount Trailers in 1997. The  
company's main line of business was manufacturing commercial 
flat deck trailers such as tri-axles and super-links, small parts 
manufacturing and offering trailer service and repairs

Although the company had built up a 16 000 m² facility, 
comprising six factories with 9 000 m² under roof, it was placing 
constraints on the company’s ambitions and manufacturing 
efficiencies. In 2011, a decision was taken to purchase land in 
the Kliprivier Business Park and develop a new manufacturing 
plant.  

“We had outgrown our existing premises and it was  
necessary for us to upgrade our facilities,” says Warren 
Marques, Paramount Trailers MD and son of the founder.  

“In recent years we have evolved as a company by diversifying  
our product range and bringing more options to market,”  
continued Warren. Paramount’s product range now includes 
tautliner, step deck, cattle and sugar cane trailers, side tippers 
and bulkers to cater for the various transporting industries.

The company acquired a 75 000 m² property in the  
Kliprivier Business Park and began construction of its new  
26 000 m² under roof manufacturing facility, which comprises 

two factories and a 3 000 m² office block at the beginning of 
2012. 

“These new facilities are a reflection of our commitment  
to investing in this industry and becoming a leader in  
customised trailer manufacturing across the African continent,” 
said Fernando Marques. 

“The new premises will also enable us to not only  
significantly increase the number of trailers we are  
manufacturing on a monthly basis but to also operate more  
efficiently,” continued Fernando.

The professional operational facilities allow for a  
significant capacity increase in the number of trailers that can 
be manufactured monthly. Previously they managed to produce 
40 trailers every month and had a total of 120 employees. At 
the new manufacturing plant, their production capacity each 
month will now be 250 trailers and there are currently more 
than 200 people employed at Paramount Trailers.

In addition, new equipment has been purchased to ensure 
that the latest innovations in customised trailer manufacturing 
will be provided. 

Approximately R30 million of the investment by Paramount 
Trailers has been spent on new equipment and machinery. This 
includes the production line operation, spray booths, forklifts, 
compressors, guillotines, band saws and a high definition profile 
cutter that was installed in November 2013. In the future the 
company is looking at investing in automatic robotic welding 
cells, an operation that is currently all done manually.

Included in the newly acquired fabricating equipment are a 
Durma AD-R 30220 CNC hydraulic synchro press brake featuring  
3-axis CNC control as standard, 3050 mm x 2600 mm between 
frames and a 220 ton bending force, a Durma SBT 3010 HS 

Paramount  
aims to  
leave  
opposition  
trailing

Paramount Trailers MD Warren Marques with his father Fernando, 
the founder of the company and Chairman & CEO

A view of the assembly area
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hydraulic NC guillotine for shearing sheet thicknesses of  
10 mm and a cutting length of 3100 mm, a Durma DC8 – S360 
bandsaw and a Durma DB – S 560 bandsaw that comes with an 
automatic feeding line. All this equipment has been supplied by 
Durma South Africa.

“The investment in the new machinery, with more to come, 
has allowed us to improve our efficiencies as well as bring 
inhouse and manufacture a number of components that we 
were outsourcing in the past. Naturally this is also going to bring 
down costs,” commented Warren.

Paramount Trailers has been operating in the SADC region 
for more than 10 years. According to the company various  
trailers are popular in the SADC region, depending on the  

application and industry in which the trailer will be operated. 
“The tri-axles and superlinks are always popular with their 

versatility for transporting and logistics, and the superlink side 
tippers and rigid rear end tippers are well-liked within the mining 
industry,” said Paulo Ribeiro, Financial Manager Paramount 
Trailers, in a recent interview.

“Paramount has built its reputation on being able to develop 
and manufacture trailers to meet customer requirements. This 
is even more critical when manufacturing a trailer for countries 
across the border. It is important to understand the conditions 
in which the trailer will be operating. We have developed and 
manufactured an export trailer that is more robust for  
cross-border transport. The design uses stronger materials, 
which allows for longer trailer life under tough road conditions 

The new Durma SBT 3010 HS hydraulic NC guillotine and  
Durma AD-R 30220 CNC hydraulic synchro press brake.  

Both were supplied by Durma South Africa

An aerial view of R150 million state-of-the-art facility 
in Kliprivier Business Park
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while ensuring that carrying capacity is not 
compromised,” continued Ribeiro.

“It is important not to sacrifice trailer 
strength for payload. A lighter trailer 
will more than often not be able to last 
in tough conditions. Engage with your 
trailer manufacturer to ensure that the 
correct trailer is purchased for your operating 
requirements, i.e. application, road conditions, 
type of trailer, etc. Consider purchasing a trailer that will 
provide you with greater versatility in transporting different types of 
cargo as this will assist in having loads delivered both to and from 
the SADC destination,” explained Ribeiro.

“Road transport is the primary transport medium across 
South Africa and the continent, and will continue to be so for 
the foreseeable future. The majority of raw materials,  
industrial supplies and fuels are transported by road. The  
reliability, convenience, security and time management of road 
transport continue to make it a preferred medium across  
industries. Growth into Africa depends largely on the rand to US 
dollar foreign exchange rate and the weaker rand leads to an  
increase in trailers being exported as our pricing becomes quite  
competitive when compared with Chinese, Brazilian and Euro-
pean competitors. Africa is a significant growth market with the 
quantity of resources being discovered regularly,” said Ribeiro.

Currently the company has a 50/50 split between providing 
trailers locally and those that are supplied to the SADC region. 
They are determined that no matter how large the company 
grows it is still imperative that a personal relationship is  
maintained with all clients. 

“Our reputation and success can be attributed not only to 
the excellent trailers we produce but the superb client  
relationships we foster. Paramount Trailers is committed to  
supplying excellent customer service, an affordable quality product 

and leadership in innovation  
and design,” said Warren.

Paramount Truck Centre
This great service has also 

been extended to of a new 
venture, Paramount Truck Centre, 

which will offer clients’ pre-owned 
trucks and trailers from a lot  

adjacent to the new premises. The 
new company was opened at the beginning of October 2013 
and aims to provide clients with a “one-stop-shop”.

   In the future, Paramount will also begin offering its clients 
rental trailers to keep their businesses moving during the  
lead-time to delivery of their new trailers.

“We have now entered the premier division in this industry 
and we are proud of what we have built over nearly two decades,  
but the time has come for Paramount Trailers to increase our 
footprint in South Africa and across the SADC region,” said  
Fernando.

“We differentiate ourselves in that we are big enough to 
supply major customers but small and flexible enough to handle 
individual customer requirements,” notes Marques. “We like to 
maintain a finger on the pulse of the company, personally  
knowing the majority of the customers and being able to put a 
face to a name,” said Fernando.

In five years time, Marques’ vision for Paramount Trailers 
is that the company will have grown within the market while 
retaining the family principles which has brought the company 
its success to date.  

“We would like to be bigger and maintain the current values 
that the organisation possesses,” concluded Fernando.

For further details contact Paramount Trailers on  
TEL: 011 900 1228 or visit www.paramounttrailers.co.za

A section in the fabrication area  
that is due to be automated  
in the future

In the development stage  
is a flatdeck trailer with a  

liquid storage facility

The Durma bandsaws that were 
purchased by the company

The company has spent R30 million on new equipment. This includes a 
Durma ironworker and a Geka ironworker supplied by Toolquip and Allied

A stepdeck trailer manufactured 
by Paramount Trailers

The investment in the new machinery, with more to come, 
has allowed Paramount Trailers to improve efficiencies as 

well as bring inhouse and manufacture a number of  
components that they used to outsource in the past
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Rapid Allweiler celebrated its 80th 
birthday in 2012 becoming part of a 
select group of companies in South  

Africa that have proved that consistent  
quality and service lead to longevity.  
Established as a general engineering 
business in Booysens, Johannesburg in 
1932, the company continues to grow from 
strength to strength. 

From modest beginnings, supplying their 
own range of borehole and gear pumps to 
the market, the two founders, Mr AJ Hindry 
and H Day, soon saw the gap in the market 
for a quality centrifugal pump. 

In 1952 the partners successfully 
established a partnership with Allweiler AG, 
the oldest pump manufacturing company in 
Germany. Allweiler AG took a 35% share-
holding in the South African company. The 
company changed its name to Rapid  
Allweiler and initially acted as Allweiler’s  
distributor before setting up to manufacture 
the products locally. This partnership  
continues to flourish today.

It remains, however, primarily a family business. Current  
MD Caroline Houghton, who took over the running of the  
company 10 years ago, is the granddaughter of one of the 
founding partners and husband Garry, who joined the company 
seven years ago, is the Operations Director.

“Allweiler, Germany’s oldest pump manufacturer, was 
established in 1860 and is a member of the Colfax Corporation, 
which acquired Allweiler in 1998. The relationship between the 
two companies has been forged over many years and today we 
even export product and components back to Germany for use 
in Europe,” said Caroline Houghton.

However it has not been plain sailing for Houghton, who 
believes that she is still the only female MD in this male  
dominated industry.

“My training is in the food and nutrition environment and 

before returning to South Africa to run Rapid Allweiler I was  
food and beverage manager for a prominent hotel in London. 
I had returned to South Africa on a family visit and I soon learnt 
that my grandfather’s business was experiencing problems,” 
explained Caroline.

“They had tried various routes to get an MD in place, with  
no success. This is when I jumped in and reluctantly my  
grandfather, who had been retired for several years, agreed that 
I could take up the challenge. What does a woman know about 
engineering or manufacturing were his thoughts?”

“But I did not believe that this would present a problem  
as I feel that good management principles are the same in  
any company or industry. My first task, working in close  
collaboration with a group of consultants that comprised 
experts on all aspects of business and management, was to 
restructure the company.”

“We had to implement several tough changes, which I felt 
were necessary to ensure the future competitiveness of the 
business and return it to profitability. Establishing a good  
relationship with Allweiler again was another key achievement.”

“A new corporate image was introduced, with redesigned 
logo and brochures, and a bright new look for the offices and 
workshops. Changes in the manufacturing processes took 
longer but they have transformed the whole environment in this 
area and we now have something that we can work with.”

“Changes of this nature were not easy especially as we had 
to get the buy-in from staff, and secondly because of the cost 
involved. But today over 80% of our staff have 10 or more years 
of service and they realised that what we were doing were  
positive, long-term changes.”

“We also integrated technological advances into as many 
aspects of the business as possible and the emphasis of the 
business was on service. The company had a proud history and 
one that was associated with quality, which I did not want to 

Rapid Allweiler foundry  
starting to pump out castings

Decisions add up to solutions.

A general view of the Rapid Allweiler foundry in Spartan, Gauteng

MD Caroline Houghton with husband Garry
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lose. Still today we will have a farmer calling to say he needs a 
spare part for a pump that he purchased in 1975 and we will 
supply him.” 

Despite the challenges of implementing these changes and 
adapting to a new MD and senior management, Houghton is 
proud to report that the business has grown substantially.

However, she does not take the credit for this  
accomplishment: “I don’t run this business, we run it as a team, 
and this has always been my philosophy,” she says.

Although the Allweiler products are not at the low-cost end 
of the market, Houghton is confident that both the quality and 
technology of the pumps are superior to most similar products 
available in South Africa.

“The South African market is somewhat price-sensitive but 
it is becoming increasingly important, particularly in the mining 
and petrochemical sectors, for pumps to be energy-efficient.”

“An efficient pump saves on energy and, in many cases, the 
electricity saved is worth many times the capital expenditure of 
the pump itself,” she says.

“This is especially relevant in view of the Department of 
Minerals and Energy’s renewed focus on energy-efficiency and 
saving.”

Rapid Allweiler is a blend of German engineering and 
technology with quality products, precision machining and 
knowledge. The company has an extensive range of pumps and 
pumping solutions available.

Locally manufactured pumps include centrifugal pumps, 
chemical processing pumps, multi-stage and heat oil transfer 
pumps for industrial, petrochemical and agricultural uses, to 
name a few. 

The fully imported range from Allweiler includes screw 
pumps, progressive cavity, side-channel, macerators and  

peristaltic pumps.
The company is in addition the sole Southern African 

distributor for the Dutch manufactured Houttuin and Swedish 
manufactured IMO pump ranges. Houttuin’s pump range caters 
for the chemical and petrochemical industry, tank farms, power 
plants, offshore refineries, shipbuilding and marine, food and 
beverage, plastics, sugar and environmental industries. 

Another product from the Colfax range – the centrifugal 
pump for the marine industry – is available to the local market 
as well. Houghton reports that Rapid Allweiler services the 
entire Allweiler, Houttuin and IMO product range in Sub Saharan 
Africa with its trained service and maintenance team, with 
pumps in plants such as the Kelvin power station, on the East 
Rand, and Engen’s petroleum plant in Kwazulu-Natal.

The company intends to manufacture an inline centrifugal 
pump range locally to DIN 24255 specifications and the  
EN733 centrifugal pump.

Houghton says that the company benefits from Allweiler’s 
research and development (R&D) team in Germany, but it also 
carries out its own R&D at its facilities in Isando, Johannesburg. 
Operating under the TUV ISO 9001:2000 quality management 
system, the company has a fully operational test-bed enabling it 
to carry out the testing of pumps at the factory.

The company supplies various pumps to the precious-metal 
industry, refinery, agriculture, and the general metal-finishing 
industry such as the automotive, chemical handling and  
hydro-carbon refineries, mining (including slurry pumps) and 
petrochemical sectors.

Foundry operation
Castings and raw materials were always sourced locally  

and all machining is completed at the factory in Isando.  

A pump being machined Various components in the storeroom

A component being machined on a Victor CNC machining centre Shafts and sleeves are machined on a Haas CNC lathe
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That was until earlier this year.
“All our units in the range are manufactured in 

cast iron, stainless steel - making them suitable for the 
petrochemicals industry and bronzes, depending on the 
industry requirements.”

“We operate in a very competitive environment, 
especially if you take into account the influx of imports 
these days,” bemoaned Houghton.

“Since I started running the company there has 
always been an emphasis on service and quality.  
These aspects, at the end of the day, rescued the  
company from its troubled position 10 years ago.  
Therefore we have to monitor these areas constantly 
and sadly we were being let down constantly by the  
local suppliers. Deliveries were always late and the 
scrap rate on castings reached a level of 25%, and  
you only found this out once you had completed  
11 hours of machining on the component, and you  
can’t recover this from the supplier,” said  
Houghton. 

“In a way we were forced to make the decision to 
start our own foundry so we could control this aspect of 
the business. Every solution starts as a problem to be solved, 
and the process of getting from the problem to the solution 
involves research and evaluations, and decisions. Our decision 
was that much harder because we were not in the foundry  
business and we will not leap into new territory until we are  
certain that we have the right skills and people for  
the task.”

“Our factory manager, Duane Peters, who has some  
experience of working in a foundry while completing his  
tertiary education in Zimbabwe, came 
across an advertisement that was offering 
some foundry equipment for sale. That  
was back in January this year and by 
March we were pouring metal,” enthused 
Houghton.

“The foundry is not a state-of-the-art 
masterpiece but is very functional and 
caters for our requirements adequately. 
We were fortunate that the equipment we 
purchased, which included a 350 Kg LH 
Power furnace, a coreshooter and a sand 
reclamation plant, was already set up  

in a foundry facility in Spartan, which is less than five minutes 
away from our current facility. Part of the negotiation was to  
rent the factory, where the equipment was installed. This  
certainly helped in getting us up and running so quickly as all 
the necessary services were in place. An added bonus was  
that there were a number of pieces of ancillary equipment  
essential to running a foundry that were also included.”  

“We just had to get the equipment serviced, purchase  
a five ton an hour continuous mixer from Lauds Foundry  
Equipment and contact the consumable suppliers. We have set 

it up as a resin based 
foundry and I must  
compliment all the  
suppliers for the advice 
and help that they have 
given us.”

“We have  
subsequently  
purchased a Spectro 
spectrometer, which 
gives us the control on 
the metal quality, and 
are looking at other  
ways to improve our 
yield. The foundry  
occupies 2 000 m²  
and we have the option 
to double this space in 
the future.”

“Currently we are 
only pouring stainless 
316 twice a week,  
which more than caters 
for our needs. The  
castings range from 
three to 150 kilograms 
and include seal plates, 
stuffing boxes, impellers, 
Francis veins and others. 
Our capacity is roughly  
1 500 tons a year.  
More importantly we are 
supplying the machine 
shop at our main facility 
with quality castings on 
time.”

Final machined components

Rapid Allweiler still makes use of  
conventional machines

Various castings manufactured by Rapid Allweiler for the company’s own use
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“Next year we are employing two student metallurgists  
from UJ who will complete a year of internship with us and  
hopefully we will be able to take them on permanently.”

“We have progressed so quickly that we are now starting to 
export castings to Allweiler in Germany. Going forward we are 
looking at pouring other metals, and once we are confident that 
we are past our learning curve we will start looking to supply 
outside.” 

Machine shop
The machine shop at the main facility is 

equipped with a number of CNC lathes,  
machining centres and conventional  
equipment. This includes a Haas CNC lathe  
and a Victor Fortune CNC machining centre. 

The operational flow in this area has had a 
major overhaul in the last few years, as well as 
the inspection and assembly areas.

The company now manufactures over 3 000 
new units a year and carries a vast range of 
spares. Servicing of existing units also forms an 
integral part of the company’s service offerings.

Other ventures
Not one to miss an opportunity, last year 

Houghton opened up a conference and  
banqueting centre, which can cater for up to 
120 delegates, at the main facility in Isando 
and after five years of negotiation has obtained 
dual zoning rights for the site. Plans are  
currently being finalised to build a 16-bedroom 

boutique hotel and spa, as well as a restaurant.
“My focus is on the engineering and manufacturing aspect 

of the business and my grandfather, who sadly passed away 
three years ago at the age of 98, would be proud of me, but 
food, beverage and hospitality are still my passion,” said  
Houghton with a smile.

For further details contact Rapid Allweiler on  
TEL: 011 573 7400 or visit www.rapidallweiler.co.za  

The company has a fully operational test-bed enabling it to  
carry out the testing of pumps at the factory
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The continuing development of high-strength, lightweight 
materials such as titanium alloys, Inconel, and new 
aluminium alloys are eagerly sought by manufacturers in 

many industries, including aerospace and defense, energy, and 
transportation. These new materials present significant  
machining challenges in themselves. Add the competitive  
pressures in these global industries, and finding advanced 
manufacturing solutions becomes a top priority.

Machine-tool builders have responded with milling and 
turning centers that feature improved stiffness and damping 
on spindles and sizable machine structures and motors, all to 
provide the significant horsepower, torque and thrust forces  
required while minimising undesirable vibrations that 
deteriorate part quality and tool life.

Although all these advances add to greater productivity, the 
weakest point has often been the spindle connection itself.

“In most cases, the tool-spindle connection determines 
how much material can be removed on a given operation,” 
says Doug Ewald, director, global product management, tooling 
systems at Kennametal. “This is because this interface must 
withstand high loads and yet maintain its rigidity. With the  
ongoing advances in cutting tools and machining centers, a 
spindle connection that makes the best utilisation of available 
power possible is an important consideration to investigate 
early in production planning.”

Some systems may be able to transmit considerable 
amount of torque, but cutting forces also generate bending  
moments that will exceed the interface’s limits before torque 
limits are exceeded.

Spindle connections
The tool-spindle interface must withstand high loads and yet 

maintain its rigidity. In most cases it will determine how much 
material can be removed on a given operation until tool  
deflection is too high or the onset of chatter is reached.

Several different types of spindle 
connection have been developed 
or optimised over the last few 
decades. Due to a good  
cost/benefit position, the  
7/24 ISO taper became one of 
the most popular systems in 
the market. Used successfully 
in many applications, limitations 
in its accuracy and speed prevent it 
from growing further.

The advent of face contact represented 
a major step forward over the standard 7/24 
taper. The combination of face contact with 7/24 solid 
taper provides higher accuracy in the Z-axis, but also presents 
some disadvantages, namely the loss in stiffness at higher speeds  
or high side loads. Most of these tools in the market are solid, 
and the spindles have relatively low clamping force. Connection 
stiffness is limited, as radial interference needs to be kept to a 
minimum. Required tolerances to achieve consistent face  
contact are thus very tight, leading to high manufacturing costs.

Why restricting bending capacity is important
When machining tough materials like titanium, cutting 

speeds are relatively low due to thermal effects on cutting tools. 
In response, machine tool builders have improved stiffness and 
damping on spindles and machine structures over the years. 
Spindles have been designed with abundant torque at low 
rotational speeds.

The spindle connection must provide torque and limited 
bending capacity compatible with machine-tool specifications  

and the requirements for higher  
productivity. It becomes obvious in 

end-milling applications, where  
projection lengths are typically 

greater, the limiting factor is the 
spindle interface’s bending capacity. 

As an example, an indexable helical 
cutter with 250 mm projection from 
spindle face, 80 mm in diameter  

generates 4620 Nm of bending  
moment and less than 900 Nm of torque.

The most critical parameters of a  
taper-face spindle connection are the  

clamping force and radial interference.  
Maximising clamping force and selecting  

appropriate values of interference can further  
improve connection rigidity. 

Machining tough materials like titanium is a challenge, 
but machining hard alloys with the added pressure of  

achieving improved production efficiencies requires  
maximising metal-removal rates in the face of low cutting 

speeds and significant cutting forces.
Surface contact and clamping force combined for improved 

interference fit and 3× the bending moment resistance  
compared to other systems. Tool change is quick and easy, 
minimising machine downtime.

In the early 80’s, Kennametal introduced the KV system, 
which was a shortened version of CV tooling with a three-ball 
mechanism acting on a conical surface of a bore. Later versions 
were designed and sold with face contact. In 1985, Kennametal 
and Krupp WIDIA initiated a joint program to develop a universal 
quick-change system, now known as KM and recently  

bETTER   PROducTION

Improved tool-spindle  
connection rigidity
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standardised as ISO 26622. The polygonal taper-face  
connection known as PSC, now also standardised as  
ISO 26623, and the early 90’s HSK system started being  
employed on machines in  
Europe and later became  
DIN 69893, then ISO 121.

Kennametal's response  
to this traditionally weak point 
has been the proven KM  
quick-change system,  
recognised by the  
International Organisation for 
Standardisation (ISO) as an  
ISO standard – ISO 26622.  
Kennametal then introduced its next-generation 
spindle connection, KM4X.

The combination of the KM4X system’s high clamping force 
and controlled interference levels lead to a robust connection,  
extremely high stiffness, and restrained bending moment for 
greatly improved performance in titanium machining. 

Engineering results in three times the bending moment 
resistant capacity compared to other tool systems. This means 
shops can use their high performance machining centers to 
increase speeds and feeds in difficult machining applications, 
thus gaining the full potential from the machine tool.

Moreover, the ability to retrofit KM4X to an existing  
machine tool offers the added advantage of increasing  
throughput without having to invest in expensive additional 
capital equipment.

The KM4X spindle-connection system from Kennametal has 
a heavy-duty configuration capable of performing in high-speed, 

low-torque or low-speed, high-torque conditions. Without KM4X, 
helical cutters such as this would exceed bending moment 
constraints long before reaching torque limits.

At EMO 2013 Kennametal introduced the next generation – 
the KM4X 100™.

“KM4X 100™ by design can perform in a wide range of 
operations, from low-speed/high torque to high-

speed/low torque, allowing manufacturers  
to get the absolute most out of 
their production equipment,” 
Ewald says. “Milling, drilling, and 

turning a wide range of materials 
just got more productive!”

For more information on KM4X, 
visit www.kennametal.com
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INTERNATIONAL   NEWS

Okuma’s new factory in Oguchi, Japan –  
DS1 – is referred to as Dream Site 1

Japanese machine tool company 
Okuma Corporation has opened a 
new, more efficient factory in Japan 

to maintain its competitive edge and to 
underpin the continuation of its  
Japan-based manufacturing policy,  
with further investment predicted. 

Called Dream Site One (DS1), the  
new factory is located at Okuma's 
Oguchi complex, which is in Japan's Aichi 
Prefecture, whose capital is Nagoya. 
Construction commenced in August 2012 
and involved demolishing an original 
manufacturing facility and erecting a new 
building 20% larger by floor area at a cost 
of ¥8 billion (£48 million), with the factory 
entering full production in May 2013.

In Okuma’s new DS1 production  
facility the machining area makes  
extensive use of automation. Fastems  
pallet systems automatically feed work  
to machining centers, enabling the plant 
to continue producing when employees 
are not present.

 The new facility is the first of what the 
company expects will be a series of “Dream Site” plants.

 Even large parts here are run on an automated line.  
This FMS unites four double column machines. The complete 
system is 120 meters long.

DS1 is a self-contained start-to-finish factory with a floor 
space of 23,600 m2, consisting of two sections: a parts 
machine shop and an assembly shop, and handles  
the whole process:  
raw materials input -> parts processing -> kitting & sub  
assembly -> unit assembly -> final assembly -> witness  
inspection -> shipment.

Environmental temperature is controlled and kept at a 
constant temperature both in the parts machine shop and the 
assembly shop to keep constant parts temperature throughout 
the process from processing to assembly in order to achieve 
stable quality.

The machine shop facilities are equipped with 40 units  
of advanced processing machines including Okuma's large 
double-column machining centers boasting of high speed  
and high precision, horizontal machining centers,  
multitasking machines and grinders, together with FMS, 
robots, loader, automatic feed system of cutting fluid and  
automatic recovery system of chips, realising a machining  

A factory of the future with a good blend of expertise and automation.

The new Okuma facility is the first of what the company expects will be a series of  
“Dream Site” plants. Even large parts here are run on an automated line.  

This FMS unites four double column machines. The complete system is 120 meters long

A view of the spindle assembly room at DS1, located in  
one corner of the machine shop 

More than 6,000 national and international visitors came to Oguchi 
to see 33 demo machines and the newly opened factory Dream Site 1
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system that operates 24 hours a day, seven days a week.
By merging the state of the art of information technology 

with the shop knowledge (know-how) cultivated as a  
production goods manufacturer and radically practicing front 
loading, Okuma has implemented their technique of "New 
Direct Machining" to reduce the preparation work on the 
machine and their "New Production Control System" to link the 
production by planning and the flexible production by order. 
In addition, Okuma has established a "Visualising system" 
which enables utilising the shop knowledge in order to quickly 
respond to the current production status which is changing on 
a day-to-day basis.

DS1 has doubled productivity and increased production 
capacity by 30 per cent to 120 units per month, worth 3 billion 
yen. Lead-times have been halved, shortening delivery times 
and enhancing customer service.

Smart factory
DS1 has about 500 pieces of solar photovoltaic panels 

mounted on the wall surfaces and about 3,800 pieces on the 
roof of the building, which serve as a mega solar power plant 
generating a maximum power output of 1,037 kW. In addition, 
green panels are laid out under the photovoltaic panels which 
are contributing to the reduction of CO2.

Heat insulating panels are used for the exterior walls of the 

building. The factory is also equipped with other facilities  
such as LED illuminations, inverter-controlled air compressors  
and air conditioning systems with an electric heat pump. 
Furthermore, bellow tents are used to prevent direct inflow  
of outside air when transportation vehicles for shipping 
machines go in and out of the factory, contributing to energy 
saving.

With these efforts, the company realises a reduction of 
energy costs, including electrical power consumption in the 
factory building by 30%.

Future
"Provided that the world economy continues on its current 

path of steady recovery, I anticipate that DS2 and DS3 will be 
started in 2014 and completed within two years for assembly 
of larger and smaller size machines,” said Okuma’s President 
and CEO Yoshimaro (Dean) Hanaki.

"Additional investment of around ¥12 billion yen  
(£72 million), will be required to complete our Dream Site  
initiative in Oguchi, which is designed to streamline production 
of high added value products in Japan and cement our position 
at the top of global machine tool manufacture." 

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

"Provided that the world economy continues on its current path of steady recovery, I anticipate 
that DS2 and DS3 will be started in 2014 and completed within two years for assembly of larger  

and smaller size machines,” said Okuma’s President and CEO Yoshimaro (Dean) Hanaki
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The trade association  
representing Europe’s 
machine tool builders issued 

a “manifesto to identify the  
skills-related needs” of their  
industry, indicating a shared  
concern with their North American 
cohort.  The priorities listed by 
CECIMO are addressed to EU, 
regional, and national authorities, 
but also to the education and 
training establishment to explain 
the needs of companies working in 
the machine-tool sector.

CECIMO is a consortium of  
15 national associations of 
machine tool builders, represents 
approximately 1,500 industrial 
enterprises in the E.U., European 
Free Trade Assn. (EFTA), and 
Turkey, and covers more than  
97% of total machine tool  
production in Europe, and  
more than 33% worldwide.

The manifesto was developed 
from among the conclusions of 
machine tool companies and  
associations in workshops  
conducted at the CECIMO  
General Assembly in June.  
The recommendations are 
addressed primarily to regional, 
national and European  
authorities, as well as education 
and training suppliers who can 
provide essential support to the 
companies’ existing activities to 
develop skills.

“Machine tool companies in 
Europe already put a lot of effort 
and resources to train  
their workforce, to foster  
cooperation with universities for skills development,  
and to promote their sector toward young people,” the  
statement noted but the manifesto calls for coordinated 

efforts to increase the availability of skilled workers in  
Europe, in terms of the number of workers and the nature of 
their skills.  

According to CECIMO director 
general Filip Geerts, European 
machine tool builders succeed 
because of “a combination of 
engineering know-how and a  
highly skilled workforce, which 
enable a strong innovation  
capacity and quality production 
tailored to customer needs.”

However, Geerts pointed out 
that concerns about the  
availability of skilled workers 
has increased, and the apparent 
decline of available skills “in the 
pipeline in Europe” risks future 
growth and innovation in the  
sector.

As “technology integration” 
increasingly defines  
state-of-the-art machine tools, 
machine-tool builders have an 
increasing demand for skilled 
technical personnel, according to 
CECIMO. 

Also, as the machine tool 
businesses become more global 
in nature, the builders need to 
connect to global supply chains 
to serve their customers. This 
requires them to ‘beef up’ the 
skills of current and future  
workers to include competence  
in management, marketing,  
languages, and communication.

CECIMO called for adapting 
education and training programs 
“to build occupational and  
transversal skills” in line with  
current requirements.

“The CECIMO manifesto  
calls on policy-makers at all  
levels to recognize the efforts  

of industry and do their part to complement these  
activities. Europe should take the skills challenge  
seriously. This is not only a competitive necessity,  

it also is essential to offer young people better job  
opportunities,” Geerts stated.

For further details visit www.cecimo.eu

Machine tool builders 
define 'skills' deficit

CECIMO states EU sector needs engineering know-how 
plus skilled workers to succeed.

As “technology integration” increasingly defines state-of-the-art  
machine tools, machine-tool builders have an increasing demand for skilled  

technical personnel, according to CECIMO

During the CECIMO Fall General Assembly held on  
9 November 2013 in Vienna, Mr Jean-Camille Uring was 

elected as new President of the European Association of the  
Machine Tool Industries (CECIMO) for a period of two 

years. He has been entrusted the responsibility of leading 
the European Association, which represents 34% of the 

world machine tool production. Mr Uring succeeds  
Mr Martin Kapp, Managing Director of  

Kapp Werkzeugmaschinen GmbH and Chairman of VDW, 
the German Machine Tool Builders’ Association.  
Mr Uring has been an Executive Board Member  

of Fives Group since 2006
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Trumpf buys Chinese CNC machine builder

Trumpf, a family-owned manufacturer of 
CNC sheet metal processing machines and 
laser systems is buying a majority stake in 

Jiangsu Jinfangyuan CNC Machine Company Ltd. 
(JFY), a Chinese company with a similar range 
of capabilities. The value of the acquisition is 
unknown, but Trumpf indicated its holding will be 
about 72%.

According to the buyer, the acquisition of the 
majority stake was a process that stretched over 
two years. It also noted that JFY would remain an 
independent brand in the Chinese market. JFY’s 
management will remain in place and continue 
to hold their investment in the company.

"The acquisition of this prestigious Chinese 
company is strengthening our presence in the 
world's most important mechanical  
engineering market," stated Trumpf president 
Nicola Leibinger-Kammüller, in an  
announcement at the firm’s annual meeting in 
Ditzingen, Germany. "It is very unusual that a 
direct investment like this has been made  
possible for us, as a medium-sized company – 
and especially in mechanical engineering, which 
the Chinese government has classified as a key sector."

China continues to represent a huge marketing opportunity 
for machine tool builders, many of which operate there through 
joint ventures, distributors, or license agreements. Direct 
investment has been rare for manufacturers of capital  
equipment.

Trumpf said buying JFY would improve its already solid  
position in the Chinese market, and give it access to the  
mid-range of equipment buyers. It also predicted combining  
the purchasing of Trumpf and JFY in China would achieve cost 
benefits for the two companies.

"We want to be able to consistently accompany custom-
ers as they grow, and as their technological requirements 
increase,” Mrs. Leibinger-Kammüller explained. “With our  
alliance, Trumpf and JFY are now in a more powerful position 
than other providers to give customers products on every  
technological level, and from the same group of companies."

JFY is a privately held manufacturer of CNC sheet  
metal-processing lines – press brakes, shears, turret punch 
machines, bus bar punch and bending machines, punch-
and-shearing machines (FMS) – and is the largest supplier of 
punching and bending machines in the Chinese market. It is 
an increasingly important supplier of laser-cutting machines, 
according to Trumpf.

The company’s headquarters are in Yangzhou, 300 km 
west of Shanghai, and it has about 700 employees. Its 2012 
revenues from sales were approximately $96 million, according 
to Trumpf.

Expansion of research and development
While orders received in fiscal year 2012/13 remained at 

the previous year's level, the pre-tax result fell to 154 million 
Euro (previous year's figure: 211 million Euro). The reason for 
this was a high level of investment in future sectors.  
For example, Trumpf invested a total of 211 million Euro in 

research and development – about 9 percent 
more than the previous year. "This is the  
highest amount we have ever spent on research 
and development in one single year." 

Trumpf has also hired new staff. At the end 
of the fiscal year on June 30, 2013 there were 
1,430 employees working in research and  
development at Trumpf – 6 percent more than 
one year previously. In the growth market of Asia, 
the number of employees increased by  
11 percent. 

"All this costs money in the short term,  
but in the long term these investments will pay  
off – and thinking long-term has always been  
one of the major strengths of family-owned  
companies."

At the end of the fiscal year on June 30, 2013 
TRUMPF had 9,925 employees worldwide –  
370 more than one year previously.

For further details contact the local agents 
Retecon (Pty) Ltd on TEL: 011 976 8600 or  
visit www.retecon.co.za

The Jiangsu Jinfangyuan CNC Machine Company Ltd. (JFY) in Yangzhou,  
300 km west of Shanghai, China

Trumpf president Nicola Leibinger-Kammüller
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Chinese demand for new machine tools is forecast to 
increase 9.2% annually over the next four years, rising to 
600 billion Yuan ($98.6 billion) in 2017. That is the  

conclusion of a new market analysis report available from  
The Freedonia Group Inc.

Freedonia’s Beijing-based analyst Linda Li reported that 
the increases in the Chinese market demand would be driven 
by steady expansion in the country’s industrial machinery and 
transportation equipment industries. An ongoing shift toward 
higher-value machines will help to raise the overall value of 
machines that are supplied there — meaning, for example, 
machines with more advanced CNC controls and multitasking 
machine tools.

According to Linda Li, “increasing regulations regarding 
energy conservation will lead to growth in demand for  
energy-efficient machine tools.”

The study concludes that China’s trade deficit in machine 
tools will continue to increase for the foreseeable future. 
Imports will rise to ¥184 billion ($30.25 billion) in 2017,  
which will benefit foreign suppliers as demand increases for 
the varieties and special capabilities of machine tools desired 
(and required) by Chinese manufacturers.

Decreases in tariffs on imports through 2017 also will  
promote sales of imported products.

Among categories of machine tools, metal cutting  
equipment will continue to be the largest product segment 
in 2017. This will be the result of “relatively wider range of 
applications in durable goods production and a comparatively 
greater variety of metal cutting product types,” according to 

the Freedonia study.
Growing demand for machines with more advanced  

metal-cutting capabilities (again, CNC controls and  
multitasking capabilities) will boost sales in this category.

Chinese demand for metal forming equipment is  
predicted to advance 9.7% annually through 2017, following 
the increased production anticipated in that country’s motor 
vehicle, shipbuilding, aerospace, and power transmission and 
distribution markets.

Other Chinese sectors driving demand for new machine 
tools will include industrial machinery and transportation 
equipment. Freedonia noted that these two sectors were the 
most important factors defining the current market,  
accounting for more than 60% of Chinese demand for  
machine tools in 2012.

Through 2017, the industrial machinery and transportation 
equipment sectors will have demand growth near the market 
average, according to Freedonia. This is based on expectations 
of continuing expansion in durable goods production, facility 
renovations, and new product innovation in all Chinese  
markets, stimulating growth.

Machine tool demand in the electrical and electronics  
market is expected to increase near the average rate  
through 2017, thanks to increases in steady investment  
in the home appliance and power generating equipment  
industries.

Demand for machine tools in China’s primary and 
fabricated metal markets will benefit from ongoing investment 
in new construction projects, the study noted.

Increases will be guided by industrial expansion, 
and a need for more sophisticated machine capabilities.

+9% growth forecast 
for Chinese machine tool demand

Autodesk has announced its intention to acquire Delcam, 
a supplier of software for the manufacturing industry. 
The companies offer complementary ranges of  

software, with Autodesk's programs for design, engineering 
and entertainment able to be combined with Delcam strengths 
in manufacturing.

Headquartered in Birmingham, UK, Delcam has more than 
30 offices worldwide and approximately 700 employees. The 
company's range of design, manufacturing and inspection  
software provides automated CADCAM solutions for a variety 
of industries, ranging from automotive and aerospace to  
footwear and sports equipment.

On completion of the acquisition, Delcam will become  
a subsidiary of Autodesk. It will maintain its focus on  
accelerating the growth of its market share in the  
manufacturing sector, with the added strength that will come 

from being part of a larger organisation. Delcam customers will 
continue to be supported by the company through its global 
network of subsidiaries, joint ventures and sales partners.

Commenting on the planned acquisition, Carl Bass,  
President and Chief Executive Officer of Autodesk, said:  
"We are taking an important step on our path towards  
delivering a better manufacturing experience. Together 
Autodesk and Delcam will help further the development and 
implementation of technology for digital manufacturing."

Clive Martell, Chief Executive Officer of Delcam, added: 
"I am very excited by the opportunities from combining  
Delcam with Autodesk to create a compelling platform from 
which to service both companies' manufacturing clients. The 
added strength and status that we will gain from being part of 
the Autodesk Group will benefit our customers, our staff and 
our sales channel."

Autodesk announces intention 
to acquire Delcam for $277 million
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Audi is launching an extensive investment 
program for the next five years: Between 
2014 and 2018, a total of around  

€22 billion will flow into new models,  
innovations and the continuous expansion of 
the worldwide production network. Seventy 
percent of the investment is intended for new 
models and technologies. The German sites 
will also benefit from the largest technical 
development and investment program in  
company history – more than half of the 
planned investment will go to the Ingolstadt 
and Neckarsulm sites. Moreover, Audi also 
plans to create more jobs globally in 2014.

Rupert Stadler, Chairman of the Board  
of Management at AUDI AG, views the  
current investment program as an important 
component of the company’s growth strategy: 
“We had set the goal of 1.5 million deliveries 
per year by 2015, but we already achieved 
that quite comfortably in 2013. We are now 
decisively steering towards our next milestone 
of two million deliveries. This is why we are keeping our foot 
on the gas regarding investments and why we are hiring new 
employees in 2014.”

In all, the Ingolstadt-based company will invest around  
€22 billion in new models, innovative technologies and its 
worldwide production infrastructure in the next five years. 
Investment in fixed assets will amount to €16 billion. In  
addition to the fixed assets, the new investment program 
includes €6 billion in capitalized development costs. 

“With this investment program we are launching our next 
stage of growth,” said Axel Strotbek, Member of the Board of 
Management of AUDI AG for Finance and Organization. “In the 
future, we will be investing increasingly in new products:  
70 percent is intended for the modernization and expansion of 
the model range and for our portfolio of technologies.”

To achieve its goal of two million deliveries per year, the 
manufacturer of premium cars wants to expand its product 
range from the current 49 models to 60 different models by 
2020. In addition to developing new models and alternative 
drive concepts, the current investment program also provides 
for the next generation of fuel-efficient engines, which will  
enable Audi to meet stricter emissions legislation worldwide.

The Audi Group is also expanding overseas, where it is 
considered an attractive employer worldwide: the brand with 
the four rings will build its first Audi factory in North America, 
in the Mexican city of San José Chiapa, where the Audi Q5 is 
scheduled to roll off the production line starting in 2016. So 
far, 26,000 people have applied for jobs in Mexico, where more 
than 1,000 new Audi employees will be hired in 2014 alone.

Furthermore, Audi has plans to begin producing again in 
Brazil, starting in 2015. In São José dos Pinhais, the  

Ingolstadt-based car manufacturer will  
produce the new A3 Sedan and the Audi Q3. 
At the Hungarian site in Győr, the largest 
engine manufacturing facility in the world, 
the company is continuing to invest  
heavily following successful completion of 
a full vehicle production plant. In Foshan, 
China, the company’s second plant in the 
Middle Kingdom is about to begin  
production. Audi delivered more than 
460,000 cars to customers in China last 
year, thus clearly asserting its leading  
position.

In addition to expanding its international 
production facilities, more than half of the 
planned investments will go to its German 
production sites – a clear nod towards  
the significance of Ingolstadt and 
Neckarsulm in the growth strategy of  
the Audi Group.

Audi to invest $30 billion 
in new models, technology

The company said it would invest about $30 billion between 2014 and 2018.
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The European Association of the Machine Tool Industry 
(CECIMO), owner of the brand EMO, signed an  
agreement with the German machine tool builders'  

association (VDW) and Fondazione UCIMU, the operating  
structure of UCIMU-Sistemi per produrre, the association of 
Italian manufacturers of machine tools, robots, and  
automation systems, to secure the organisation of the next six 
editions of the EMO trade show on behalf of CECIMO.

The EMO fair shall take place in the  
following sequences:

• 2017: Hannover – Germany 
• 2019: Hannover – Germany 
• 2021: Milan – Italy 
• 2023: Hannover – Germany 
• 2025: Hannover – Germany 
• 2027: Milan – Italy

EMO is the leading international trade fair 
for the machine tool industry

EMO covers the entire bandwidth of the 
global machine tool market. At its last edition, 
EMO Hannover 2013, taking place from  
16 to 21 September, over 2,100 exhibitors 
from 43 different countries were present to 
showcase their innovations to industrial users 
from around the world under the event's  
slogan of 'Intelligence in Production'. Over the 
six days of EMO, the event attracted a total 
of just under 145,000 trade visitors from over 100 different 
nations. Visitors from outside Germany numbered more than 
50,000, or one in three. 

A long-lasting successful partnership
VDW (Germany) and UCIMU (Italy) are member  

associations of CECIMO and they represent the two most 
important European countries in terms of machine tool  

production and consumption. Both organisations have an 
excellent track record in organising EMO on behalf of CECIMO, 
and CECIMO is very pleased to continue the fruitful  
collaboration.

 
‘Let’s build the future’ at EMO Milano 2015 
Italy will host the 2015 edition of EMO at the prestigious 

exhibition centre Fiera Milano from 5 to 10 October. Visitors 
can expect to find machines to build the 
future: cutting-edge solutions making it 
possible to achieve what mankind has 
imagined, technologies to improve our  
quality of life, and much more. The wide 
offer of machine tools presented will attract 
users from all the sectors using metal  
working systems. A record number of  
visitors are expected at the 2015 edition  
of EMO Milano because it takes place  
during the last stretch of Expo Milano 
2015, and because the Italian government 
has agreed to refinance its "Sabatini" law, 
which has been such a boost for the  
purchase of machine tools in Italy.

EMO’s origins
Since its creation in 1950,  

CECIMO has committed itself to the  
promotion of the machine tool industry 
worldwide and a machine tool  

exhibition was created for this reason in 1951. It was  
organised for the first time under the name of EMO  
(Exposition de la Machine-Outil) in 1975 in Paris. The EMO fair 
takes place every uneven year and in 2003, the initial  
EMO cycle (Hanover-Paris-Hanover-Milan) was modified by 
CECIMO into Hanover-Hanover-Milan. EMO® is a registered 
trademark by CECIMO and receives the support of its fifteen 
member national associations.

The EMO metal working trade show’s 
organisation confirmed until 2027

EMO Milano 2015 will be followed by EMO Hannover 2017 and 2019.

Although the contraction of Taiwan's machine-tool exports 
slowed to 5.8% for the month of November 2013, the 
Taiwan Machine Tool & Accessory Builders' Association 

(TMBA) estimates that the island's overseas shipments of 
machine tools for the year as a whole would drop 16.5% from 
2012, to US$3.5-3.6 billion. 

Total machine tool exports for the January - November  
period totaled US$3.2 billion. The figure for November alone 
was US$297 million, according to the association. 

Some industry insiders, including executives from the 
Goodway Machine Corp. and Victor Taichung Machinery Works 
Co., feel that the slump in exports will bottom out in the second 
quarter of 2014. 

TMBA Secretary General J.C. Huang points out that the 
steep devaluation of the Japanese yen against the US dollar 

has taken a more serious toll on the island's small and medium-
sized machine-tool makers than on their larger counterparts, 
which have switched production from general-purpose  
machinery to equipment for making automobiles and aircraft. 

The continuing decline in exports of machine tools was 
in sharp contrast to those of machinery as a whole, which 
experienced two consecutive months of growth. The machinery 
industry's exports for the first 11 months of 2013 were down 
3.2% from the same period of the previous year. 

According to C.C. Wang, president of the Taiwan Association 
of Machinery Industry (TAMI), Taiwan's overall machinery  
exports were expected to drop by 2-3% for all of 2013, to 
US$19.6 billion — the worst performance since the global  
economic downturn in 2008. The steepest decline, an  
estimated 20%, was in the cutting machine tool sector.

Taiwan's machine tool exports down 16.5% in 2013
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MAG IAS GmbH, the builder of various manufacturing 
machines and processes, completed the sell-off  
of its Industrial Equipment business to the  

Taiwan-based Fair Friend Group, which is a holding company 
for numerous machine tool brands already. The value of the 
sale, which was completed in December 2013, has not been 
revealed.

The sale agreement, which was first announced in 
September and includes MAG’s Hessapp, Hüller Hille,  
Modul and Witzig & Frank brands, is seen to accelerate  
FFG’s expansion in the EU market.

FFG has over 60 companies in all, and its machine tool 
division (about half it’s total revenue) has 23 different brands 
and 32 production plants in Taiwan, China, Italy, Japan,  
South Korea, and the U.S. Other business units produce 
industrial IT products, industrial machinery, and green  
energy equipment.

While most of its turning, cutting, and grinding  
machines are distributed under the Feeler brand, FFG Group 
is a joint-venture partner with several builders, including 
Takamatsu, Citizen Miyano, Waida, Toyota Tsusu, Marubeni, 
F.T. Japan, EMC Japan, Takeuchi, as well as Mectron,  

and Yamamoto Sumizawa.
In its initial announcement, 

MAG noted that FFG had been 
expanding its presence in 
Europe, in terms of production 
capacity and product and  
technology range: the FFG 
Europe organization includes  
the core FFG companies as well  
as Italian machine tool  
manufacturers Jobs, Sigma, 
Sachman and Rambaudi.

“The group's strategy is 
targeted at expanding its 
activities to form a strong global 
machine tool group with fully 
functional regional structures,” 
MAG IAS stated. “The Industrial 
Equipment portfolio matches 
with the group's strategy,  
rounding out the advanced  
technology portfolio of FFG 
Europe, while targeting  
corresponding industries.  
The manufacturing capacities 

in Germany, the value of the brands Hessapp, Hüller Hille, 
Modul and Witzig & Frank will expedite FFG group's growth 
substantially.”

MAG IAS was formed in 2005, with multiple CNC machine 
product lines and nameplates, and organized as two divisions, 
Industrial Equipment and Automotive. This divestiture follows 
the sale last March of the group's MAG Americas holdings 
(Giddings & Lewis, Cincinnati and Forest-Liné) to the  
Fives Group, a French holding company.

Now, the MAG strategy is to concentrate its activity in  
the global automotive manufacturing market (car and truck 
OEMs and their tier suppliers), and it noted that its 2013 
sales targets in that market had been reached.

In that way, MAG continues to supply CNC machine tools 
for machining engine blocks, cylinder heads and crankshafts, 
and it indicated plans to focus on technologies for other 
powertrain components and automotive suppliers in the 
future. It continues to maintain several machine tool brands 
- Boehringer, Ex-Cell-O, Cross Hüller, Lamb - and it has manu-
facturing sites in Germany, China, Hungary, India and the US. 

For further details contact WD Hearn on  
TEL: 021 534 5351, www.wdhearn.co.za 

MAG sale 
puts new focus on automotive markets

“The group's strategy is targeted at expanding its activities to form a strong global machine 
tool group with fully functional regional structures,” MAG IAS stated

“The Industrial Equipment portfolio matches with the group's strategy, rounding out the 
advanced technology portfolio of FFG Europe, while targeting corresponding industries.  
The manufacturing capacities in Germany, the value of the brands Hessapp, Hüller Hille, 

Modul and Witzig & Frank will expedite FFG group's growth substantially.”
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The seventeenth edition of Lamiera 2014, the  
international exhibition of metal forming machine tools 
and related technologies takes place in Bologna, Italy from 

the 14th to the 17th of May 2014. Promoted by Ucimu-Sistemi  
Per Produrre, the association of Italian manufacturers of 
machine tools, robots, and automation systems, the  
exhibition is organised by Ceu-Centro Esposizioni Ucimu.

Exhibitors will present the latest technology in sheet  
metal forming machines, welding, cutting, and oxy cutting 
machines, bars, processing machines, tubes, presses,  
shearing and punching machines, finishing machines,  

components and accessories. 
In 2012 Lamiera was attended by 18,000 visitors with  

451 exhibiting companies (42% of which from abroad) taking 
up 40,000 m² of exhibition space.

Featured for the first time this year will be Blech Italy, a 
themed area dedicated to materials including flat sheet,  
steel coils, tubes and profiles, semi-finished, and finished  
products. With Blech Italy, Lamiera provides visitors with the 
most comprehensive overview of the sector, from materials,  
to treatments, to processing machinery. 

To add value to the presence of the operators taking part  
in the event, alongside the products on exhibition, the  
organisers will also offer an important program of conferences, 
as well as areas dedicated to research centres, international 
universities, start-ups, and networking institutes committed to 
sustainable innovation. 

In support of the internationalisation of the companies  
taking part in the fair, there will also be several B2B  
meetings with important foreign operators and end users, 
including the delegation from the Russian Federation,  
the country of honour of the 2014 edition, with the objective  
of facilitating contact between exhibitors and possible  
customers. 

Updated information can be found on the website  
www.lamiera.net

Expectation for Lamiera 2014 is growing
The international sheet metal working exhibition takes place at Bolognafiere, 

Italy 14-17 May 2014.

The digital edition of the 2013 – 2014 MTBuyers Guide 
features a comprehensive listing of major machine tool 
builders, distributors and equipment suppliers.  

AMT – The Association for Manufacturing Technology, Modern 
Machine Shop and Techspex have developed this directory  
as a tool for manufacturing professionals charged with  
researching and investing in manufacturing product and  
process technologies. This guide will help you find and select 
some of the best manufacturing technology on the market 
today.

The MT Buyers Guide includes:
• Member Product and Services Directory:  

 This is a complete listing of metalcutting equipment,  
 metal forming and fabricating equipment, and other  
 products and services organized by category.

• Builder/Manufacturer Directory:  
 This is a listing of more than 1,500 manufacturers and  
 industry suppliers.

• Manufacturing Technology Distributor Directory:  
 Leading machine tool distributors from North America  
 (including Canada and Mexico) are listed both  
 alphabetically and by state.

• Sponsor Videos:  
 Flip through to watch videos from Big Kaiser Precision  
 Tooling, Ellison Technologies, Firetrace, Gibbs and  
 Associates, SMW Autoblok, T2K and United Grinding.

Techspex 3.0, 
which was recently 
released, is a  
resource that helps 
machine tool users 
make sense of and 
keep pace with a 
complicated and 
rapidly changing  
machine tool model 
marketplace by 
integrating the  
machine tool 
related editorial 
content of Gardner 
Business Media 
with Techspex  
ever-changing  
database of 
machine tool model 
specifications. Now, 
site users can self-generate queries on the model database, 
find the machines and companies that have the attributes 
they need and then watch videos and read articles specifically 
related to the companies and equipment their query discovers.

For further details visit www.amtonline.com or  
www.mmsonline.com

Digital MTBuyers Guide now available
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Metal parts produced through additive manufacturing 
almost invariably need machining as a follow-up step. 
Only the subtractive process can achieve the most 

narrow tolerances and smoothest finishes. Far from being 
opposite or competitive processes, additive manufacturing 
and CNC machining actually go together. They belong in the 
same machine.

At least, that is the thinking of Sauer Lasertec. This  
company, known for machines that perform material removal 
through laser ablation, has been working with DMG Mori USA 
to develop a hybrid machine tool combining laser metal  
deposition for additive manufacturing with five-axis CNC 
milling. Sauer Lasertec is also part of the DMG Mori group. 

The hybrid machine — operating now as a concept model, 
but planned for launch next year — was presented at the 
Euromold 2013 show in December in Frankfurt, Germany.

The 2-kW diode laser head locates in the machine’s 
spindle with an HSK interface. For the shift to machining 
mode, this head swivels to a protected parking area. By using 
laser deposition to build up the part, while employing milling 
throughout the process to machine critical features as the 
part is taking shape, the machine can produce a component 
through additive manufacturing while also producing it to its 
completed tolerances within the same cycle. Yet this single-

setup processing is not the only benefit of the combination.
“By combining additive manufacturing with milling in one 

machine, additive technologies are no longer limited to small 
workpieces,” says Gregory A. Hyatt, senior vice president and 
CTO of DMG Mori Advanced Solutions Development. “Our 
focus is to create a solution for larger workpieces found in 
industries such as aerospace, mold/die and energy.”

Fast deposition rates are key, he says. The laser depostion 
process works by spraying metallic powder into the laser 
beam. The company reports that the build rate of up to  
3.5 kg per hour is up to 20 times faster than laser  
sintering, an accepted metal additive manufacturing process. 
As the material is rapidly added in this way, CNC milling can 

be employed wherever fine precision is needed.
The machine shown at Euromold is based on DMG Mori’s 

DMU 65 machining center, which has 650 mm of travel in  
X and Y. Another promising application of this machine is 
repair, modification or coating of the relatively large parts that 
these travels can accommodate. Repair of dies and molds is 
one example. Another is completing components for the oil 
and gas sector, in which Inconel is used for corrosion  
resistance. In this application, the machine could be used to 
add Inconel coating or Inconel features to a base part made 
from a different metal.  Source MMSONLINE Blog.

Hybrid machine combines 
milling and additive manufacturing

Having acquired workholding specialist Forkardt from  
US firm Illinois Tool in May 2013 for $34 million, the 
company has now sold the Swiss element of the  

business for $5.9 million, net of cash remaining with the  
business, to a private group led by the management of 
Forkardt in Switzerland.

Richard L. Simons, chairman, president and chief  
executive officer of Hardinge Inc, commented: "We have  
contemplated the sale of this particular entity since we 
acquired the global Forkardt operations in May.”

"Forkardt Switzerland has historically had a concentration 
of more than 50% of its sales with two grinding machine tool 
manufacturers that are competitors of our grinding machine 
brands. Through conversations with these customers,  
we recognised the sensitivity of the situation and their  
likelihood of identifying alternative sources for workholding 
products.” 

"Although not material to Hardinge as a whole, we  
concluded that selling this stand-alone entity to the  

management team allowed us to avoid the costs and issues 
of what would likely have become a deteriorating business 
and provide continuation of employment for the approximately 
25 employees who work there." 

The agreement includes a mutual two-year non-compete 
clause and the requirement that the Swiss operation  
discontinue use of the Forkardt brand after 12 months. 

Hardinge continues to grow its workholding business 
through its operations in the US, France and Germany. 

Mr Simons concluded: "Hardinge is among the leading 
global workholding design and manufacturing companies.  
We expect to continue to expand this business, both  
organically and through acquisitions. Strategically, we expect 
our sales of workholding, accessories and spare parts to 
reduce the impact of the highly cyclical nature of machine tool 
sales. These products, which typically have higher margins, 
tend to be more stable despite economic cycles." 

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

Hardinge sells part of Forkardt 
workholding business 

“By combining additive manufacturing with milling in one machine, additive technologies are 
no longer limited to small workpieces,” says Gregory A. Hyatt, senior vice president and  

CTO of DMG Mori Advanced Solutions Development. “Our focus is to create a solution for 
larger workpieces found in industries such as aerospace, mold/die and energy.”
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With the  
introduction of the  
rotary tool changer 

(RTC) as a running  
time booster to its  

die-sinking EDM  
products, GF AgieCharmilles 

once again underscores its 
reputation for developing 
customer-centric solutions.  
In combination with  
GF AgieCharmilles’  
FORM 200 die-sinking  
EDM machine, the RTC  
has a large tool changing 
capacity: from 16 to 160 tools 
depending on the tooling 
configuration

GF AgieCharmilles will be relabeled as GF Machining 
Solutions starting January 1, 2014, a change that 
parent company Georg Fischer AG explained would 

“underscore” its organisation as “a unified company” with 
three operating divisions. +GF+, as the group abbreviates its 
name, is a Swiss corporation that includes GF Piping Systems, 
producing plastic and metal fittings, valves and shut-offs for 
water, gas and other liquids; and GF Automotive, iron and alu-
minium castings for chassis, powertrain, and body parts; in 
addition to the machine tool division.

GF AgieCharmilles produces machine tools and  
automation systems, with specialties in wire-cut and die 
sinking electric discharge machines (EDM), and high-speed 
milling machines. The organisation also offers machines for 
laser texturing, spindles, and tooling, and automation  
packages.

“The new name emphasises the company’s role as a total 
solutions provider,” according to a release. It also projects the 
company’s affinity with its customers’ capabilities, the  
statement indicated.

By changing its brand, the company aims to communicate 
its role as an extension of customers’ expertise and capabilities.

“The GF AgieCharmilles name is intimately linked to our 
leadership in the field of EDM technology,” stated Glynn 
Fletcher, president of GF Machining Solutions Americas.  

“While EDM remains a vital part of our company, we have 
grown to offer a much more comprehensive portfolio of  
products and services.”

“This change communicates to the market what our  
customers already know: that we offer world-class,  
comprehensive solutions for every aspect of their  
operations,” Fletcher added.

The name change will not affect the terms of existing 
agreements with customers. The company’s legal entities  
will not change, several current brands and product series 
within the organisation – including AgieCharmilles, Mikron, 
Step-Tec, and System 3R — will continue within the  
GF Machining Solutions portfolio.

A new product naming system will be introduced during 
the first half of 2014, and a new design will be revealed for 
the GF Machining Solutions website (visitors to the current 
site will be redirected automatically), sales materials and 
other communications.

Company contact information (e.g., email and web 
addresses) will be “transparent,” according to the statement, 
and GF AgieCharmilles email addresses will continue to be 
active through December 2014.

For further details contact the local agents  
Retecon (Pty) Ltd on TEL: 011 976 8600 or visit  
www.retecon.co.za or visit www.gfms.com

AgieCharmilles to change name 
to GF Machining Solutions

EDM/milling machine specialist aims for broader identity. New name underscores  
Georg Fischer’s position as unified company with three divisions. 

“While EDM remains a vital part  
of our company, we have grown to 
offer a much more comprehensive 

portfolio of products  
and services.”
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Machine tool manufacturer The 600 Group has  
decided a sale of selected assets to its Chinese  
suitor Qingdao D&D Investment Group would be a 

better move forward for its shareholders than a full-blown 
takeover.

The Heckmondwike-based group has been in takeover 
talks with D&D since September 2013, but said recently an 
asset sale would be its preferred route.

The 600 Group said discussions are on-going with  
D&D regarding a potential sale of selected assets which,  
if successful, is likely to need shareholder approval. It is not  
in discussions with any other parties regarding a potential  
offer for the company and accordingly it is no longer in an 
offer period.

The firm said a further announcement on the potential 
sale of assets to D&D will be made when appropriate.

600 recently returned to profit and said business  
confidence is slowly returning to its major markets as  
developed economies show a renewed interest in  
manufacturing and investment. The group reported a 
£940,000 pre-tax profit in the six months to September 28, 

up from a £660,000 loss the previous year. The firm said it 
has increased its market share and made improvements in 
operational efficiency.

600’s chairman Paul Dupee said: “With globally  
recognised brands and continued focus on developing our  
 

 

product range, we continue to look forward with optimism.  
The return to profit had been achieved despite reduced  
industry demand for machine tools in the first half of the year. 
We expect business confidence overall to improve in the  
second half,” he added.

600 designs and develops metal cutting machine tools 
sold under the brand names Colchester, Harrison and  
Clausing. It also designs and manufactures precision  
engineering components under the brand names  
Pratt Burnerd and Gamet.

The group said that revenue growth was driven by  
increased market share in Europe, where sales were up  
by more than 35 per cent on last year. This was despite  
overall market activity in euro zone countries being relatively 
weak compared with last year.

It added that demand in the UK improved steadily over 
the six months. Market conditions in North America in the  
first quarter were slower, but gathered momentum over the 
summer.

Overall revenues for North America fell around seven per 
cent. 600 said this fall was not as steep as the overall market 

decline, implying a gain in market share.
Demand in Australia was very subdued as a result of  

government austerity measures coupled with low levels of  
mining investment in the run-up to the recent elections.  
Australian sales fell by more than 20 per cent, although  
600 said the impact on profits was mitigated by tight control  
of overhead costs. 

Mr Dupee said the decision to  
downsize manufacturing operations 
into a reduced site footprint at  
Heckmondwike was completed in  
September. As a result of this, the  
second half should benefit from 
improved operating efficiency and a 
reduction in overhead costs.

The group said it recently regained 
exclusive rights to the distribution of 
Colchester branded products in  
Germany, the largest market in  
Europe.

The group said that recent  
industry forecasts indicate that 
outlook for machine tool consumption 
worldwide is expected to show growth 
of 5.2 per cent in 2014, with the 
most significant contribution from the 
Americas – at 7.3 per cent.

This compares with the 2013  
decline of 8.2 per cent worldwide and 
the 3.8 per cent fall in the Americas.

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

600 Group looks at asset sale 
rather than takeover by Chinese company

…recent industry forecasts indicate that outlook for machine tool consumption  
worldwide is expected to show growth of 5.2 per cent in 2014, with the most significant  

contribution from the Americas – at 7.3 per cent
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PROducT   REVIEW

Hypertherm, a manufacturer of advanced cutting systems, 
has announced the launch of the Powermax125, a new 
cutting and gouging system delivering the most power of 

any portable air plasma available on the market.
The recommended cut capacity for the new system is  

38 mm at speeds of up to 457 per minute, though it can  
sever metal more than 57 mm thick if needed. The system is 
also strong at gouging, capable of removing more than  
12,2 kilograms of metal an hour, while a full 100 percent 
duty cycle guarantees the system can easily hold its own in 
demanding round the clock work environments.

“The Powermax125 provides welders and fabricators 
with unprecedented power for a portable air plasma system,” 
said Erik Brine, product manager for Hypertherm Powermax 
systems. “Patented technology and careful engineering have 
resulted in a very efficient system that delivers more energy to 
the torch than higher amp competitive systems.”

Hypertherm estimates consumables for the Powermax125 
will last up to four times longer than competitive systems in 

this amperage range. In addition to lasting longer, specially 
designed consumables are available for improved drag  
cutting, gouging, thin gauge cutting, and automated  
cutting.

Other benefits of the Powermax125 include cut speeds  
five times faster than oxyfuel on 12,7 mm mild steel,  
better cut quality than oxyfuel for less time spent on  
secondary operations, more torch options than competitive 
systems so owners can choose the right torch for their  
particular application, and SpringStartTM technology for  
consistent starting and a more reliable torch.

The Powermax125 comes standard with Smart SenseTM 
technology, which performs two important functions. It  
automatically sets air pressure for the best cutting and  
gouging performance, and turns off power to the torch when 
the electrode is used up, protecting both the torch and work 
piece from damage.

For further details visit www.hypertherm.com or contact 
Lind SA on TEL: 011 552 8265 or visit www.lindsa.com 

Hypertherm 
introduces the new 
Powermax125 





The new BrightLine fiber function makes the TruLaser 
5030 fiber with its 5-kilowatt solid-state laser an  
all-purpose machine for 2D laser processing.

A swift change from maximum productivity and quality 
in cutting thin sheets to the quality cutting of thick sheets – 
the TruLaser 5030 fiber achieves this flexibility with the new 
BrightLine fiber function. Trumpf’s new 2D laser machine cuts 
stainless steel up to 25 mm thick in outstanding quality with 
its 5-kilowatt laser. In addition, BrightLine fiber allows  
particularly small holes and contours to be cut in thick  
stainless steel as well as increasing quality and productivity  
in the processing of mild steel between 15 and 25 mm in 
thickness. It can also cut through aluminium sheets up to  
25 mm thick. In short, it can process all common material 
types and thicknesses in very good quality and is a genuine 
all-purpose solid-state laser machine.

Now with BrightLine fiber
A perfect interplay of beam generation, guidance, and 

focusing are crucial for the BrightLine fiber function. Trumpf 
is a one-stop shop for all these key elements, from lasers and 
beam guidance to the cutting head. The company also builds 
on process know-how it has acquired over decades, enabling 
it to match the different elements to each other so that they 
work together optimally – a prerequisite for technological 
progress in solid-state laser cutting.

One important advantage is the higher quality achieved in 
thicker mild and stainless steel. 

Although the TruLaser 5030 fiber with solid-state laser 
was previously capable of cutting stainless steel up to 20 mm 
thick and mild steel up to 25 mm thick, burring and uneven 
cutting surfaces ensued when it tackled higher material 
strengths. When cutting thick mild steel, moreover,  
fluctuations in material quality could lead to poorly executed 
cuts or cutting tears. Now BrightLine fiber considerably reduc-
es burring and the roughness values of the cut edge and 
increases process reliability when cutting mild steel.  

In addition to the significant improvement in cutting  
quality, the maximum sheet thickness that the machine can 
cut with a 5-kilowatt laser in aluminium and stainless steel 
has increased from 20 to 25 mm.

Used in conjunction with BrightLine fiber, a new  
multi-stage piercing process offers additional advantages 
when cutting stainless steel. It prevents slag from forming 
when the laser beam pierces the sheet. This means that the 
machine no longer has to give the piercing site a wide berth 
and can execute even finer contours than have been  
possible to date. To take one example, this enables the 
TruLaser 5030 fiber to attain minimum contour diameters 
of one mm when cutting stainless steel 12 mm in thickness. 

BrightLine fiber also facilitates the 
removal of parts, as they are easier to 
extract from the scrap skeleton. This 
saves time during manual unloading 
and increases process reliability  
during automated unloading.

With the TruLaser 5030 fiber and 
BrightLine fiber, the solid-state laser 
has made the successful leap into  
all-purpose 2D laser processing.  
This highly productive machine  
cuts mild steel, stainless steel, and 
aluminium up to 25 mm thick in  
outstanding quality. The TruLaser 
5030 fiber is also suitable for cutting 
non-ferrous metals such as copper 
and brass up to sheet thicknesses of 
10 mm.

For further details contact the  
local agents Retecon (Pty) Ltd on  
TEL: 011 976 8600 or visit  
www.retecon.co.za

New Trumpf BrightLine fiber function  
for solid-state laser cutting
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Sandvik Coromant has extended its innovative CoroDrill® 
870 range of exchangeable tip drills to include new 
pilot-hole geometry. In addition, a new Tailor Made offer 

is introduced for producing chamfered holes in a single  
operation. The Sandvik Coromant Tailor Made service gives 
customers the freedom to specify their own specific tool 
dimensions without having to pay the price of a special tool.

Better drilling
New -GP pilot-hole geometry for steel and cast 

iron workpieces results in an even more secure  
drilling process for deeper holes, while both  
-PM 4234 tips for steel and -KM 3234 for cast iron 
are also now available for smaller diameter holes.

The -GP geometry allows CoroDrill 870 users to 
achieve improved centring when making pilot holes 
prior to deploying drills up to 8xD in length. Featuring 
optimised point angle and diameter tolerance, the 
design enables a smooth and secure drill entry into 
the pilot hole and generates excellent performance 
and hole quality. Available in grade GC4234 for both 
steel (ISO P) and cast iron (ISO K) applications,  
-GP geometries are stocked as standard for  
common sizes.

As a range, CoroDrill 870 is now available in 
diameters from 10.00 to 26.65 mm, to meet  
H9-H10 tolerances. 

Lower machine cost per hole or tool/insert cost 
per hole is achievable using CoroDrill 870 thanks to 
a host of benefits that include long tool life and high 
penetration rates. Furthermore, chip evacuation is 
facilitated by optimised drill flute shape, size and  

 
 
 

 
 
 
 
 

 
 

helix angle, while easy handling 
and secure tip changing is assured. 
In fact, it is even possible to change  
the tip while the tool is in the 
machine, thus minimising downtime.

Chamfer in one operation
To boost the efficiency of the 

CoroDrill 870 range even further, 
Sandvik Coromant is also  
introducing a Tailor Made 45° 
chamfer drill for producing  
chamfered holes in a single  
operation. Users have the option  
of one or two chamfer inserts.

For further details contact 
Sandvik Coromant on  
TEL: 0860 101 008 or  
Mary-Ann Germishuys on  
TEL: 011 570 9615 or email:  
mary-ann.germishuys@sandvik.com 
or visit www.sandvik.com

CoroDrill® 870 now offers pilot-hole geometry

Exchangeable tip drill range 
extended - Sandvik

Lower  
machine cost  

per hole or  
tool/insert cost  

per hole is  
achievable using 

CoroDrill 870  
thanks to a  

host of benefits  
that include 
 long tool life  

and high  
penetration rates
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In automated  
welding production, 
highest quality  

heavily depends on 
the perfect mastery 
and consideration of 
all influencing factors. 

One of the key factors is the evenly precise feeding of the  
wire – which is especially true for soft welding wires.  
The Frontpull 7 welding torch with its close-to-process drive 
unit directly located at the torch neck fulfills this requirement. 
With this solution, SKS eliminates the synchronization issues 
of conventional push-pull drives. The virtually spatter-free 
ignition and welding for the applied GMAW (gas metal arc 
welding) processes are the main benefits.

 The Frontpull 7 feeds welding wires of 
steel, aluminium or other alloy material and a 
diameter from 0.8 to 1.6 mm with highest  
precision in all single-wire arc-welding and  
oldering processes. In automated robotic  
welding, these wire types mostly come from  
the barrel, but may also come from the coil  
when high-alloyed or less common alloy  
materials are used. The high-performance 
4-roll drive with an output of 90 Watt  
reliably feeds them at the predefined speed.  
As the wire is moved by only one drive, both the 
synchronization issues between two separate 
drives and the unevenness existing between 
push and pull operation are eliminated. The 
drive forms a single unit with the torch system. 
Its higher reliability has been ensured by the 
use of the same components that are used for 
the proven Power Feeder PF5 wire feed  
system. The Frontpull 7 – as other torches 
made by SKS – even after the tool-free  
changing of the torch neck or individual  
parts thereof keeps a TCP (Tool Center Point) 
with an accuracy of ± 0.2 mm. Changing  
is done via the well-proven standard  
bayonet connection.

 As the control unit of the wire  
feeder is mounted on the upper arm (3rd axis)  
of the robot, the weight of the torch system  
is only 4.8 kg. Thanks to this low weight,  

the robot can perform fast acceleration and deceleration 
operations. Thus, the speed rates desired by welding  
technology can be safely implemented. To ensure  
the perfect interaction of the welding machine and the 
Frontpull 7, SKS manufactures all consumables  
(retaining heads, contact tips, gas nozzles) in-house  
using CNC machines. The threaded high-performance  
retaining head ensures a secure and precise mounting;  
the enhanced current transfer allows the contact tips  
to deliver a constant arc quality; and the wearing parts  
have a long life because of their outstanding material  
properties. 

For further details visit Yaskawa Southern Africa  
on TEL: 011 608 3182 or visit www.yaskawa.za.com

 The Frontpull 7 feeds welding wires of steel, aluminium or other alloy material  
and a diameter from 0.8 to 1.6 mm with highest precision in all single-wire arc-welding  

and soldering processes

SKS Welding 
launches Frontpull 7 

welding torch
Precise close-to-process wire feeding.
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The iMX series is a revolutionary end mill system that 
combines the advantages of both solid carbide and 
indexable end mills. Huge performance advantages and 

savings can be gained especially when long overhang  
applications are required. The high cost of extra-long solid 
carbide end mills is negated by using exchangeable heads.

The world first* feature of the carbide head and carbide 
holder enables security and rigidity close to that of a solid 
type end mill. This is made possible because the taper and 
end clamping faces of the head and the holder, are both solid 
carbide, only the threaded part is composed of steel. Benefits 
of this secure and accurate clamping method when compared 
to the usual steel to carbide method are greater efficiency 
from increased cutting parameters, improved accuracy and 
the all important factor of reliability.

Other tools with a carbide head to a carbide clamping 
section are usually constructed with a part carbide section 
brazed to a steel shank. This method has inherent weaknesses 
at the joint when compared to a solid carbide shank.

The iMX exchangeable series of end mills has obvious 
advantages for reducing inventory levels and tool change 
times. Additionally they are capable of high performance over 
a wide variety of applications. The primary application area 
is the machining of titanium alloys and heat resistant alloys 
such as Inconel. Furthermore, high performance milling of 
stainless steels, carbon and alloy steels and hardened steels 
is also a standard area of application. Each head type has 
irregular helix flutes for  
vibration control and the  
4 flute corner radius type 
incorporates through  
coolant holes.

This wide variety  
of applications  
is made possible  
not just by the 
strong and  
reliable  
clamping 

system, but by the new Smart Miracle coated carbide grade 
EP7020. The super fine, super hard carbide substrate has 
a newly developed (Al, Cr) N Smart Miracle coating that can 
deliver substantially better wear resistance. The surface of 
the coating has also been given a smoothening treatment, 
resulting in better machined surfaces, reduced cutting  
resistance and improved chip discharge. This next generation 
Smart Miracle coating delivers class leading performance and 
tool life especially when machining stainless steels and other 
difficult-to-cut materials.

iMX heads, all with variable helix, are supplied in  
12 different geometries - Ø10 ~ Ø25, 3 & 4 flute square 
types, with through coolant, 4 ~ 12 flute corner radius types, 
with through coolant – including 3 flute for aluminium,  
4 flute roughing type and 4 & 6 flute ball nose with through 
coolant. iMX carbide shanks are also provided  
from - Ø10 ~ Ø25.

For more information contact Multitrade Distributors  
on TEL: 011 453 8034, www.multicarb.com

* According to research by the manufacturer

MX – exchangeable head end mills –  
a world first* in tooling –  
carbide head and carbide holder
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Special grinding machines have previously been the first 
choice for technically complex external and internal 
threads with large pitches. This will now change with  

the introduction of an A-axis on the Studer S41 and S22  
cylindrical grinding machines. Thanks to the new A-axis it will 
be possible to grind recirculating ball screws, thread gauges or 
thread rolls with large pitches, whereas previously users had 
to make use of special grinding 
machines in order to grind  
recirculating ball screws or 
worms for example, these can 
now be ground on the STUDER 
S41 and S22 grinding machines. 
This is made possible by a newly  
integrated A-axis, which has 
been available as an option 
since September 2013. This 
is a big step towards efficient 
complete machining in a single 
clamping. 

Thread grinding on Studer 
grinding machines is not new. 
The Thun, Switzerland, grinding machine manufacturer has 
been proficient in this process since 1997 and has perfected 
it in recent years. Studer previously used axis-parallel thread 
grinding processes. Around 75 percent of all desired thread 

types can now be covered with this process, but for the 
remaining 25 percent a tilting grinding wheel (A-axis), adapted 
to the thread pitch angle, is necessary. But with the new A-axis 
this process is covered.

In the past, the Studer specialists constantly received 
enquiries about thread types with a large pitch. The reason 
was that many customers did not have large enough batch 

sizes for these specific  
threads. An investment in 
a special thread grinding 
machine was not cost- 
effective. There were no  
alternatives on the  
market. Antonio Bottazzo 
(Sales Manager): "We had 
been planning the A-axis for  
a long time. It was then  
developed within a year, due  
to the increasing market 
requirements. Successfully, 
since EMO 2013, the  
STUDER S41 and S22 grinding 

machines have both featured an additional A-axis module for 
complex thread grinding." 

For further details contact the local agents Retecon (Pty) 
Ltd on TEL: 011 976 8600 or visit www.retecon.co.za

New A-axis: 
Studer is revolutionising thread grinding 
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The auto-calibration system of tool geometry – ACTG – 
brings improved accuracy for a long-term continuous  
performance of bevel tool stations. The self-learning  

calibration system is a smart solution that detects and  
compensates geometry inaccuracies which can arise during 
collisions or other outer manipulations with the torch. Along 
with the new ITH solution, MicroStep has developed a system 
that pushes the boundaries of bevel cutting towards greater 
effectiveness and reliability.*

The issue in recently used holders of bevel torches is the 
occasional inability to return to the correct position after  
collision and the tedious adjustment procedures for fixing the 
torch in position after accidental deformation of the rotator.  
To solve this, MicroStep developed an innovative measurement 
and calibration system that automatically measures the  
deviations from the correct torch position and – in spite 
of mechanically returning the torch to the initial position – 

adjusts the motion of the machine by software means so  
that the tip of the torch still moves correctly despite its  
actual displacement in the holder. The system consists of 
a ball-shaped torch probe, a calibration station located at 
the end of machine and the corresponding control software. 
Furthermore, a brand new construction of the torch holder  
was designed. 

The patent pending ITH (Intelligent Torch Holder) is able to 
detect even small deviations from the correct torch position 
(e.g. caused by the torch sliding on the material surface in 
case of big bevel angles) and has an integrated IHS function 
– initial height sensing with the torch body instead of external 
probe.

*The system was developed within the project "Research 
of technology nodes on CNC machines for cutting of materials 
by energy-beam technologies" supported by the Ministry of 
Education, Science, Research and Sport of the Slovak Republic 
within incentives for research and development provided from 
the state budget under the Act no. 185/2009 Coll. on  
incentives for research and development.

ABP: Weld edge preparation on pre-cut parts
Since the introduction of MicroStep’s plasma rotator the 

company has been making continuous development in the 
field of bevel cutting technology. The company has now  
introduced the brand new ABP technology (Additional beveling 
process) for additional cutting of beveled edges on straight 
pre-cut parts. The process enables accurate automated  
preparation of welding surfaces on parts pre-cut on other 
machines and/or using other cutting technologies (e.g. oxyfuel) 
or on parts with thickness beyond the capacity of the  
particular plasma source for direct beveling (e.g. part  
thickness of mild steel > 70 mm).

MicroStep has developed a system 
that pushes the boundaries of 

bevel cutting towards greater effectiveness 
and reliability

Rotator torch holder with automatic calibration.



METALWORKING NEWS   v 12. 6   January 2014   99

The system consists of an additional laser scanner 
that is mounted on a rotary motion axis attached to the Y, 
Z support of the plasma rotator, process control  
hardware and software, and a specialised CAM module 
for MicroStep's CAM software AsperWin® that enables 
creation of cutting plans for additional bevels. 

The user simply puts a straight-cut part on the table 
and starts the process - the machine automatically 
locates the part, compares its shape with the part  
drawing, accurately scans its contour including the  
measurement of the inclination of the part’s surface 
towards the (ideally) horizontal cutting plane (the part 
may be inclined because e.g. the lamellas of the table 
are partially worn out from previous cutting and thus do 
not provide enough support for a smaller part to stay in 
an exactly horizontal position) and selects the starting 
point of cutting. Then the user simply starts the cutting 
program and after a short while he receives a finished 
part with accurately prepared welding surfaces, thereby 
achieving significant time savings in the production process. 
After cutting the welding edge on the top of the part it is  
possible to flip the part and repeat the process for making  
an accurate K-cut.

Plasma rotator - Endless tool rotation with a  
fixed tool center point

The 5-axis plasma head with infinitive rotation enables 
bevel cutting of sheets, pipes and profiles with tilting up to 
50°. Torch height control for constant angle is provided via 
plasma arc voltage and for long variable bevels via incremental 
sensors.

Arc voltage height control during cutting (ATHC)
• ITH torch holder with a slip-back function and an 

 advanced sensor system for material position detection 
• Auto-calibration system of tool geometry (ACTG) which  

 significantly improves long-term accuracy and reduces  
 maintenance downtimes

• Initial height sensing via electric contact in the  
 plasma torch (Fine IHS)

• Adaptive bevel compensation (ABC)

For further details contact the local agents Knuth Machine 
Tools on TEL: 011 822 4610, www.knuth.co.za 



The ability to turn and mill complex parts 
and perform multiple operations on one 
machine increases throughput, reduces 

handling, and improves accuracy. The New 
Generation ST-10Y CNC lathe from Haas 
Automation, Inc., provides an economical 
solution for small parts turning with reduced 
handling, in a compact package that is loaded 
with full-size features and includes live tooling 
with C-axis.

The Haas ST-10Y turning centre was 
designed from the ground up to be extremely 
rigid, highly accurate, and very thermally  
stable. All castings were optimised using finite 
element analysis (FEA) to produce the most 
rigid designs, while improving chip and coolant 
flow, and simplifying maintenance and service. 
The spindle head features a compact,  
symmetrical design for thermal stability and 
rigidity, and the 45-degree wedge design  
greatly increases the tool-mounting envelope 
and improves chip flow.

The ST-10Y is equipped with a 12 pocket VDI-turret that 

indexes tools in 0.5 second to reduce cycle times.  
The machine provides a maximum cutting capacity of  
228 mm x 355 mm and boasts 101 mm of Y-axis travel 

(±50,8 mm from the centerline) for off-center milling, drilling, 
and tapping, and comes standard with high-torque live tooling 

and a servo-driven C axis for versatile 4-axis capability. The 
ST-10Y’s A2-5 spindle nose has a 58 mm spindle bore and a 
bar capacity of 44 mm. It is equipped with a 165 mm  
hydraulic 3- jaw chuck. The machine’s 11.2kW vector  

dual-drive spindle turns to 6000 rpm, and 
provides 101 Nm of torque at 1300 rpm. 

On-the-fly wye-delta switching yields a 
wide constant-horsepower band for 
constant surface feed cuts, and  

rapids are 30.5 m/min.
Standard equipment on 

the ST-10Y includes rigid 
tapping, a 15" colour LCD 
monitor, and a USB port. 
Available high-productivity 
options include a belt-type 
chip conveyor, a tailstock with 
hydraulic quill, an automatic 
tool probe, an automatic 
parts catcher, high-pressure 
coolant systems, and much 
more.

For more information 
about Haas Automation and 
Haas products contact the 
local agent Haas Factory 
Outlet on TEL: 011 974 2301, 
or visit www.haassa.com

Small-footprint, live tooling 
ST-10Y turning center from Haas 
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The Haas ST-10Y turning centre was designed from the ground up to be extremely rigid,  
highly accurate, and very thermally stable. All castings were optimised using  

finite element analysis (FEA) to produce the most rigid designs, while improving chip  
and coolant flow, and simplifying maintenance and service
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Iscar is further expanding the Helido line by introducing the 
OXMT 0507R08-FF insert, which was designed to add the 
Feedmill’s extremely high feed ability to 

the popular Helido 845 and 890 milling 
lines and the moderate feed advantage to 
the Helido 865 line. 

Another innovation is the RXMT 1607N 
round insert which adds profiling and corner 
rounding application options to the SOF45, 
SOE45, S890, S865 and FF-SOF milling  
cutter families. 

The OXMT 0507R08-FF is a single-sided 
insert. As compared to the entry angles  
obtained on the tools when the original 
ONMU/ONHU 0505 inserts are used.  
The new insert features eight large radius 
cutting edges rotated by 15° 
counterclockwise. 

The new entry angles were 
achieved by a 15° rotation of 
the cutting edges relative to 
the bottom flanks of the insert. 
When mounted on the Helido 
SOF45 8/16 or S890 FSN milling cutters, the new inserts turn 
them into Feedmill tools, providing the ability for extremely 
high feeds – most effective for rough milling applications. 

The new insert may also be used on S865 FSN-R13 tools, 
changing their entry angle from 65° to 31°. This new  

configuration enables a high metal removal 
rate when combining high depth of cut with 
moderate feed. It is most advantageous for 
machines with a limited table feed or when 
machining heavy workpieces. 

The new Feedmill OXMT 0507R08-FF 
insert is produced from the advantageous 
Sumo tec carbide grade IC808. The  
RXMT 1607N round insert is produced  
from IC808 and also from the very tough 
grade IC830.

As with other Feedmill tools, the  
resultant cutting forces are directed  
axially towards the spindle. This provides 

high stability and enables  
machining at high feeds with 
long overhang, using small  
to medium machines; or  
machining less rigidly  
clamped workpieces and  
yet being able to attain  

considerable metal removal rates.
For further details contact Iscar South Africa on  

TEL: 011 997 2700 or visit www.iscar.com

OXMT 0507R08-FF and RXMT 1607N inserts expand Helido application options

Iscar expands Helido line



Long-reach machining has always 
brought about some difficult to 
overcome challenges but there are 

tools that offer excellent precision even 
in long overhang conditions.

TaeguTec’s multi-purpose Carbide 
T-FlexTec employs a new shank 
technology that provides higher rigidity 
and flexibility while reducing cost and 
machining time.

The Carbide T-FlexTec shanks work 
in unison with a series of TaeguTec  
modular milling cutters to not only 
ensure smooth cutting and excellent  
finish, but also perform in such a way 
that productivity has been increased 
through high feed rates without the 
associated vibrations that are all too 
common when machining long to reach 
places in the machining world.

TaeguTec’s T-FlexTec shank features 
a precision ground thread design that 
ensures excellent accuracy (run-out), a 
simplified mounting screw type for easy clamping and shorter 
indexing time. Also, the design allows for rough as well as  
finish milling applications.

Other important features are the stable machining even in 
deep machining conditions, internal coolant holes that enable 
easy chip evacuation and short indexing time.

The new Carbide T-FlexTec is about productivity and  

efficiency. Its rigid design means achieving a desired surface 
finish in various cuts of depth. 

Regardless of the milling application, the Carbide T-FlexTec 
shank is a tool that effortlessly handles increased feed rates 
with reduced vibrations. The shanks come in diameters of 16, 
20, 25 and 32 mm. 

For further details contact TaeguTec SA on  
TEL: 011 362 1500 or visit www.taegutec.com

TaeguTec’s carbide T-FlexTec 
is no simple long shot
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Prem Nakchedi and Johan Jooste, both from Techfab,  
Tommy Bezuidenhout of Taegutec  

with Pieter and Maryke Ferreira of Actom

Ian Watson, Alex Le Roux, Grant Cloete, Andre Jansen,  
Clyde Beiling and Gys Potgieter, all of Videx Mining

End of year celebration
In November 2012 TaeguTec South Africa held  

its traditional ‘End of Year’ get together for clients,  
suppliers and friends. Featured is a selection of the over  
300 attendees.

TaeguTec’s multi-purpose  
Carbide T-FlexTec employs a new  
shank technology that provides  

higher rigidity and flexibility while  
reducing cost and machining time
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Derek North, Michael Hutchons, Graham Sussman  
and Morne Pieters, all of Susstech

Larry Wilcox,  
Ruan Mynardt,  
Francois Tron,  
Essel van der Westhuizen, 
Gerhard Prinsloo,  
Henry Erasmus,  
Stephan Erasmus,  
Henk Visser,  
Andre Pieterse,  
Hansie Smith,  
Danie Jansen Van Rensburg, 
Wynand Pieterse,  
Marius Roets with  
Pierre Goosen  
of Taegu Tec

Sipho Kunene, Lucky John, David Rusch, Freddie Grobler,  
Herbert Herbst, Bryan Kirby-Smith of Taegu Tec, Hanrie Herbst,  

Willem Fourie, and Attie van der Merwe 

Gerhaard Fourie, Alberto Van Zyl, Gawie Espagh,  
Charles and Henry Fryer, Nathan and Bradley Engelbrecht,  

Martin Ludick, Ben Burger of Taegu Tec  
and Lewies Hoffman

Janine, Janet and Guido de Greef,  
all of Gilo Engineering



104   METALWORKING NEWS   v 12. 6   January 2014

The distinguishing feature of the X•pert tap family is the 
ease of association with a range of applications. This is 
achieved by a clearly visible inscription with the ISO  

material group and the X-pert name. With new additions to the 
family, these associated handling advantages are now  
available for the P, M, K and N ISO material groups.

After launching the variants for steel (ISO P) and  
stainless steel (ISO M), Walter, with  
the introduction of Paradur®  
X•pert K and the Paradur®/Prototex® 
X•pert N, is bringing further  
versions of the new X•pert tap  
family onto the market. For all types, 
the inscription on the shank of the 
ISO material group clearly indicates in 
which materials the tools achieve their  
highest performance. Additional to this 
clear primary role allocation, the X-pert range are working 
almost hand in hand with each other because there are  
secondary applications that enable their use beyond their 
primary roles. For example, if usually long-chipping aluminium 
materials, in which the X•pert N is most at home are made to 
be increasingly short-chipping through a high Si content, then  
use of the X•pert K is beneficial. The situation with steel  
and stainless materials is similar. "In this way, the flexibility  
of the whole family using the P, M, K and N materials is  
complete," explains Martin Hellstern, tapping specialist in 
Product Management at Walter AG.

The Walter Prototyp Paradur® X•pert K is the robust and 
reliable solution for machining cast iron materials. Two  
different tools are not required to produce blind and through-

hole threads in cast iron, instead, the user can 
manage with only one – a straight-fluted tap 
in this case. An additional feature is that the 
X•pert K is manufactured from HSS-E-PM, 

so in addition to its toughness, the tool body in 
the powder-metal version offers a higher level of  

hardness: this, in combination with an optimised,  
temperature resistant TAFT coating, means the tool 
achieves an excellent tool life even with highly abrasive  

cast iron materials and high cutting data.
Two specialised tool designs, the helical flute Paradur® 

X•pert N and the Prototex® X•pert N spiral point tap are  
available for non-ferrous metals, particularly AlSi alloys with 
up to 7% Si content or pure copper. The distinguishing shared 
feature is their polished uncoated surface which supports 
controlled chip formation and evacuation in ISO N materials. 
In addition, miscutting in soft materials is prevented by the 
geometry which is specifically designed for ISO N materials. 
Moreover, for soft materials, Walter also offers the Paradur® 
X•pert N with a reduced number of flutes to optimise chip 
evacuation in these applications.

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

Continued automation of processes within the  
manufacturing industry in southern Africa is fuelling 
demand for world-class robotics that will enable local 

companies to compete on a global stage.
Advanced control equipment that ensures the smooth  

operation of robotics out in the fields is also being used to 
manipulate the robotics to work ever faster and more accurately.  
Like the central nervous system of a living creature, signals are 
constantly transmitted between these controllers and robotic 
devices in order to facilitate effective operation of the processes. 

In most manufacturing environments however, conditions 
are arduous, with extreme temperatures, excessive mechanical 
forces and sometimes chemicals and contaminants that can 
interfere with machines. As a result, careful attention needs to 
be paid to designing and manufacturing control cablings paths 
that can withstand the rigours while performing flawlessly over 
the duration of the manufacturing process.

Vital link
Robotic cabling, harnessing and accessory specialists 

Helukabel, are at the forefront of technology to interface  
controllers with robots. The company’s expertise ensures that 
the “central nervous system” of an operation continues to work 

flawlessly, as it was 
designed to, for years 
to come no matter what 
conditions need to be 
contended with on site.

The company’s 
Robotec Systems GmbH 
subsidiary works with 
customers around 
the world who require robotic automation in their operations. 
Robotec engineers are able to develop pre-assembled cable 
protection systems (Dress Packs) for robots and handling  
systems, as well as offer additional services to ensure the  
optimal performance of robotic systems for almost any application.  
The services they offer include system analysis, consulting, 
planning, installation, service and warranty of mass-produced 
cable protection systems for robots in automation systems. 

Control pathways are tailor-made to suit customer’s  
applications with products that include dress package systems 
and associated systems for automation, handling, and spot 
welding, as well as gas-shielded welding and laser welding.

For further details contact Helukabel South Africa on 
TEL: 011 462 8752 or visit www.helukabel.co.za 

The Walter Prototyp Paradur® 
X•pert K for cast iron  
workpieces is suitable 
for both blind and 
through-hole 
threads

The Walter Prototyp Prototex® 
X•pert N is the specialist for  

through-hole threads in long-chipping  
non-ferrous metals. Like all taps in the  

X•pert family, it has the code letter for the  
material application range clearly inscribed on its shank

Walter AG X•pert taps with variants 
for ISO K and ISO N materials

Control your robot






