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The theme for the majority of the new year 
messages that I read was that people were 
relieved and thankful that 2016 was over 

and that they were determined to make 2017 a 
great year. In many respects, 2016 was a tough 
year for most of us and it is commendable that 
people are starting off 2017 with a positive 
attitude. 

I wrote the following in my January 2016 
column: “A challenging year ahead — We all like 
to start off a new year with a positive disposition, 
full of fresh ideas and high energy levels. Time off 
over the holiday period was certainly welcome, 
and now that we are experiencing some respite in 
certain parts of the country from the hot weather 
and drought conditions that we have experienced 
over the last few months, albeit a small amount  

of rain, we should all be smiling.” 
Our 2015 end of year holiday period had been somewhat spoilt by political 

struggles within the ANC government and they certainly did not end there. It 
was almost as if throughout the year we would just get back on track and then 
another political bombshell would set the country back. This was all in the face 
of the threat of being downgraded by the international ratings agencies, declining 
employment, corruption scandals and escalating protests. 

Despite this we managed to survive 2016 even though we started it off with a 
currency exchange rate of R17.91 per US dollar. Currently the rand exchange rate 
is below R14.00 per US dollar and we have not been downgraded to the  
‘doom and gloom’ level. Some analysts were predicting at the beginning of 2016 
that the rand could be 19 and maybe even 20 to the US dollar by the end of 
2016. Thankfully it did not reach these levels.

There are many examples that I have either reported on during 2016 or will 
be doing so in future issues, whereby there has been vast amounts of money 
spent on capital expenditure projects that have either been completed or are 
currently in progress. I have no doubt that this will continue to be the scenario 
but as is pointed out in the Efficient Engineering article, further on in the 
magazine, the company says the success of local content designation depends 
on active support by public and private sectors. The company also calls for 
more support from State-owned enterprises as the company believes that they, 
and many other companies in South Africa, are competing under inequitable 
conditions while adhering to government policy. On top of this they are not 
getting the support from government entities and the State-owned enterprises’ 
procurement departments. This is despite the fact that it has been widely 
reported that government’s drive is to support manufacturing development by 
specifying the percentage of local content required when government entities and 
State-owned companies procure products.

An example of this is a report over the holiday period of a US$15 million order 
that Indian company Jyoti Structures Limited has received from Eskom for the 
supply of towers and construction of 765 and 400kV Masa Ngwedi transmission 
lines. The company is also currently executing three contracts for Eskom with 
a total value of approximately US$80 million, the report says. As I have seen in 
the past with Indian companies contracted to do business in South Africa, it is 
highly likely that the same scenario will happen again. They (the Indian company) 
manufacture everything in India, ship all the components including the structural 
aspects to South Africa and then bring in their own workforce to assemble in 
South Africa. 

There are many reasons that one could philosophise as to why this is 
happening, but the bottom line is that the government  
should not be allowing it to happen and it certainly  
backs up what Efficient Engineering is saying. 

EdITOR’S   cOMMENT
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Machine builders, cutting tool vendors, workholding  
solutions designers and many others have been  
stepping up to the plate to deliver CNC manufacturing 

solutions capable of delivering substantial increases in  
productivity without sacrificing quality. CAD/CAM software 
developers have been working in tandem with these suppliers 
to integrate these emerging hardware capabilities into their 
CNC programming environments. A number of OEMs and job 
shops are encouraging their engineers, programmers and  
programmer/machinists to take advantage of these hardware 
and software developments. Where these improvements have 
been installed, shops frequently realise increases in CNC  
manufacturing productivity ranging from 25% to 300%.

The use of five-axis equipment for 3+2 machining springs 
quickly to mind. Many manufacturers still shy away from  
purchasing five-axis mills because of the perceived complexity 
of this manufacturing  
process and the fairly 
steep learning curve for 
becoming a competent 
five-axis programmer. 
This is a justifiable  
concern for those  
contemplating the  
manufacturing of  
parts that require  
continuous five-axis 
machining, but not the 
case for the majority of 
shops that only need to 
produce prismatic parts 
with features on multiple 
sides.

Many three-axis  
programmers find it easy 
to make the transition 
to five-axis 3+2 work 
because these programmes are essentially a compilation of 
three-axis routines written in various work planes that are 
readily defined within the CAD/CAM environment. The 3+2 
approach makes it easier to visualise the complete part for 
more accurate tool presentation, eliminates the creation of 
multiple workholding solutions and eliminates the time and 
stacking errors of multiple setups. Best of all, the work of  
multiple machines can be performed many times faster and 
more accurately within the compact footprint of a single 
machine.

Employing C-axis lathes to make prismatic parts is an  
analogous situation. The 3D milling capabilities of today’s  
CAD/CAM software for lathes is so comprehensive that C-axis 
lathes can be a superior choice for making a range of small 
parts that have only a small amount of turning content or none 
at all. The rotary axis is used for positioning so that multi-sided 
prismatic parts can be produced from continuously fed bar 

stock. This application, with a very low CNC programming  
learning curve, can produce spectacular productivity  
improvements.

Then there is the case of constant chip-load machining. 
Conventional CNC machining strategies constrain  
productivity based on worst-case conditions. Programmers dial 
back feeds and speeds to keep the tool from becoming buried 
in the corners. This approach sacrifices enormous amounts of 
productivity compared with strategies incorporating modern 
roughing toolpaths adjusting tool movements based on  
material conditions immediately ahead of the cutting tool. 
These CAM programmes keep the tool cutting safely and rapidly 
based on a few simple cutting parameters, the most important 
of which is the cutting tool manufacturer’s chipload  
recommendation for the material in question. Keep the chip 
load constant and the tool will cut safely at any speed or  

stepover.
It usually takes an 

experienced programmer 
about an afternoon of 
tutoring and  
experimenting to learn 
the basics of this  
strategy. Then a little 
more time may need to 
be invested making 
some test cuts as the 
constant chip load  
toolpaths are adapted 
to new applications and 
materials. The ROI on 
these time investments 
typically occurs within 
days and the payback 
continues unceasingly.

Unfortunately, far 
too many manufacturing 

businesses remain on the sidelines of the productivity  
improvement game because their managers find themselves 
faced with too many day-to-day challenges coupled with  
insufficient manpower resources. While this problem is  
widespread and one we can all relate to, the fact remains that 
some companies that are equally constrained are finding the 
time to improve their CNC manufacturing productivity anyway.

Those who have adopted a “you can’t get there from here” 
point of view will almost certainly prove themselves to be right. 
On the other hand, those who want to find a better way can 
take encouragement from those who have already set out on 
this path. They also will discover that there are many machine 
builders, cutting tool vendors and CAD/CAM representatives 
who are ready, willing and able to help. Each discipline has 
characteristics when combined appropriately with each other 
that offer the maximum efficiency for your job. All you need  
to do is ask.

VIEW   POINT

By Brian Summers, Vice President, CNC Software Inc. 
This article was first published in the December 2016 edition of Manufacturing Engineering magazine.

Harnessing the power 
of underused CAM capabilities
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The new 2017 release of Edgecam introduces a 
Tombstone module for assembling pre-existing parts  
on a defined mounting device. A simple dialogue window 

enables users to add pre-machined part files, specifying the 
positions they are to be mounted on a tombstone or other  
multi-component work-holding device. Once they are  
assembled, Edgecam automatically merges and rationalises  
all machining sequences by tool or index position and  

optimising the NC output into sub-routines.
“This new feature offers huge time savings, as users no 

longer have to manually carry out the load, insert, merge and 
rationalise commands,” said Edgecam Brand Manager  
John Buehler.

Amongst the updates, Edgecam’s Code Wizard includes 
two highly significant enhancements in terms of machine tool 
configurations for lathes. When specifying Turret Type, the 

code wizard now supports Linear configuration. On 
this type turret tools are mounted in a linear fashion, 
across either the X, Y or Z axis and are largely used 
on Swiss-type machines, but in other normal  
configurations, too.

Radially and axial mounted tools are also  
supported, in both single and multiple spindle  
environments. 

Another new feature is a sliding spindle or  
material, providing support for machines where the 
tool is static but the material slides in and out of the 
chuck or collet. 

Having supported probing on mills for many 
years, the latest release of Edgecam introduces 
the same technology in the turning and mill-turn 
environment. Renishaw and m & h probing systems 
are supported, as well as a new Probe category in 
the Toolstore. Users can choose from a list of seven 
command cycles, all fully supported in the machine 
simulator.

INduSTRy   NEWS

cover story

2017 release of Edgecam 
features nearly 50 updates

There are just under 50 items of new and enhanced functionality in Edgecam 2017 R1, 
covering turning, milling, wire EDM, machine configurations, and user experience.

Tombstone Manager

Turning
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Several background enhancements not only improve 
picking/highlighting when working with solid files, but show 
improvements in speed and part file manipulation. These 
enhancements come about through improvements to 
Edgecam’s own internal engine, and by upgrading the  
OpenGL 3.3 technology.  

The Update Fixture command has been enhanced to 
include optimised Indexing moves. “Previously, users had to 
pick a safe Index position for the whole sequence. Edgecam 
2017 R1 removes this limitation, by automatically checking 
and correcting all Index Moves against stock and fixtures.”

Additional updates have been made to the Rough Groove 
cycle…this time to include canned cycle support, through a 
Canned Cycle check-box. A further enhancement in the turning 
environment sees most Turning Cam dialogues upgraded  
featuring pictures to define cycle functionality, which  
John Buehler says will be especially useful to new and  
infrequent users.

Users working with multiple components will gain  
significant benefits from two new features in the Insert 
Component command. “It’s now possible to insert separate 
machining sequences whereas in the past all sequences had to 
be inserted, which, in certain set-ups, wasn’t necessary. Also, 
CPL datum can now be selected from a simple drop-down 
menu.”

The new release includes three specific enhancements for 
wire users — transformation, Fanuc technology and Wireframe 
Feature Finder. The previous version of Edgecam introduced 
the Transform command and this latest version evolves the 
Translate function within that by adding two further significant 
time saving Transform commands: Rotate and Mirror that also 
supports sub-routine output. And the new software also  
supports Fanuc α-C600Ia in the Technology tables.

The new Wireframe Feature finder command caters  
specifically for users working with 2D/3D wireframe CAD data. 
It removes the need to rely on Linked and Taper Profile  
commands, making it easier to work with intricate profile 
shapes.

The need to create stock to run the Machine Simulator 
has now been removed. A new command in the Preferences 
section now defaults Edgecam to create stock automatically. 
When the system detects the absence of stock, it copies the 
component solid model, converting it to stock. 

“This offers significant time savings where the user simply 
wants to check a finishing cycle, or is working with Probing 
cycles.”

Three new pieces of functionality have been added to 
the Profiling cycle. Cut Increment Stand Off, under the Links 
tab, gives control of the cutter’s position during passes. The 
Helical function now has a Supress Helical Clean Up Pass 
Offset option in the Multiple Passes function that determines 
the order of cuts. The Multiple Passes function now offers Cut 
By Offset, which allows the user to determine the manner in 
which the toolpath is distributed. 

Numerous new features have been added to the  

Workflow and Planning Board automated machining  
commands leading to toolpaths being generated faster. 
Strategies are now applied to both main and sub spindles in 
the turning environment, instead of only in Main, meaning the 
strategies now support the Spindle Set-Up command by  
transferring the workpiece from the Main to the Sub Spindle. 
And the introduction of Hole Finish Method in the Options  
dialogue now allows Reaming to be specified as a method of 
finishing a hole feature by checking the hole’s finish attribute. 
A new Use Current Tool check-box in the Machine Feature 
option can force the strategy to use the current turning tool or 
milling cutter.

Session details have been added to Setup Browser and 
Rotational Handle on Dynamic CPL Marker within the  
Turning environment. John Buehler says these are ease of  
use enhancements. 

“Specifically with turning, users will notice that the  
CPL Marker looks simpler by just displaying the X and  
Z markers. The new marker can be used to dynamically rotate, 

pan and translate the component. The Set-Up window has 
been split into two distinct panels — Session, which displays 
environment and material information, and Set-Up dealing with 
datum and positioning. And when loading multiple parts the 
Set-Up window will individualise each solid model and  
automatically add a new CPL datum, meaning each model can 
be scrutinised individually, and datum altered.”

There is no longer any need to programme Rapid To 
Toolchange and Rapid To Home commands when working with 
turning and mill-turn machines, as this can now be set as the 
default.

And finally, a new option of Mating Location has been 
added when CPLs are created, signifying a machining 
sequence datum…along with Machine Location when  
inserting components. The main benefit of this is to filter out 
unnecessary CPL datum while using the Insert command, 
Index command or the new Tombstone function.        

Machine configuration Linear Turret and sliding material

“Specifically with turning, users will notice that the CPL Marker looks simpler 
by just displaying the X and Z markers. The new marker can be used to dynamically rotate, 

pan and translate the component. The Set-Up window has been split into two distinct 
panels — Session, which displays environment and material information, and Set-Up dealing 

with datum and positioning. And when loading multiple parts the Set-Up window will 
individualise each solid model and automatically add a new CPL datum, meaning 

each model can be scrutinised individually, and datum altered.”
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Radan 2017 heralds start of major engineering  
functionality

Radan 2017, released recently by Vero Software, is the 
first step in the company’s attempt to change the CAD/CAM 
sheet metal manufacturing industries. With an emphasis on 
improving user experience for expert and 
novice users, this update promises to 
“reorganise how manufacturers will be 
using Radan in the future,” according  
to product manager Olaf Körner.

Changes that have been made allow 
Radmanager to create nests from  
different parts and different orders to 
minimise waste scrap. The process used 
to cut the parts will also be optimised  
by collecting data automatically and 
determining the best solution for  
production.

For example, a cut that would take 
a few minutes by laser could take up to 
two hours on a water jet. The upgraded 
algorithms allow for faster navigation 
and increased nesting. With updates to 

some old tools, the programme has 
been designed with the intention of 
being a time-saving and  
dependable software for the  
manufacturing industry.

Improved graphics and frame rate 
speed allow for a more fluid 3D  
experience — even on a tablet, and 
switching between top, side or front 
views has been made seamless.

The Automatic Order Style Editor 
employs a simulation to improve upon 
the traditional text-based system 
used to communicate the path of the 
laser and accounts for floating scraps 
that are potential health and  
manufacturing hazards.

Nest projects are simple to create 
with templates. Navigating between 
projects has been improved in order 
to reduce redundant tasks that users 
previously experienced. Inside the 
software, multiple tools have been 
added or updated to increase  
productivity and efficiency.  

The profiling has been enhanced 
by improving autotooling routines used to place tags and for 
common cutting and clean cutting in scrap for the foil-cutting  
function. Radbend will now let users toggle between “Design” 
and “Result” values on holes and highlight areas where hole 

deformation might occur close to bends. 
Touchpoint TruBend, a multi-touch 
technology, will also be supported and 
gives industrial control to users, “as all 
Trumpf press brakes will move to this 
state-of-the-art controller.”

The increased control given to the 
user is just another step in the eyes of 
Körner. He believes that they are on 
their way to achieving great heights in 
automation by following the direction 
they’ve taken with the latest release of 
Radan.

For further details contact  
Stillam CNC Programming Solutions  
on TEL: 011 663 2600 or visit  
www.stillam.com or www.edgecam.com

With the ability to manage the engineering of both 2D and 3D parts, Radmanager 
was designed to be a catch-all engineering system. Pick a part, any part. Radan Nest Editor 

allows you to edit a nest project, and navigating between projects got a bit easier
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In probably the most significant 
transaction in South Africa’s 
cutting tool history, OSG has 

acquired a majority stake holding 
in Africa’s largest manufacturer of 
round cutting tools — the 62 year 
old, Pietermaritzburg based company, 
Somta Tools. 

OSG is regarded as a global leader 
in round cutting tools and is listed on the 
Tokyo stock exchange. Founded in 1938, the 
company had established an OSG group com-
pany presence on every continent with the excep-
tion of Africa. Now, with the investment in Somta 
Tools, OSG have a presence on every continent and 
strategically position themselves to better serve the 
African market.

The philosophy of the Japanese based company — to 
think globally, but act locally — has been key to its success in 
other markets, as this enables it to better serve its custom-
ers through face to face interactions with teams who under-
stand the ‘local’ factors. In addition, these local initiatives are 
backed up by the immense engineering knowledge and skills 
that OSG have developed over nearly 80 years — providing 
unique solutions to almost every industry worldwide.

“What is particularly significant for Somta Tools in this 
venture is that not only will it be able to offer additional tooling 
solutions to the South African and African markets, and have 
access to OSG’s global sales networks to increase its export 
sales, but as an OSG group company it will have access to the 
most sophisticated cutting tool manufacturing technologies 
available today,” said Allan Connolly, MD of Somta Tools. 

“What sets OSG apart from its competitors is that the 
company designs and builds 80% of all equipment used in its 
cutting tool manufacturing process — this gives it the ability to 

pro-
duce 
tools 
in a 
way 
that no 
other can. Somta will have access to these technologies that 
will enable it, over time, to improve its manufacturing capabili-
ties, further enhance quality, increase productivity and ulti-
mately provide increased value for its customers.”

 In line with other foreign investment in the automotive 
sector in South Africa, this transaction between OSG and 
Somta will pave the way for increased local tooling solutions 
for this market segment, and ensure that it relies less on 
imported tooling. In time, this will lead to increased local skills 
and a growth in local manufacturing — which very importantly 
will play a small part in creating new and highly skilled jobs.

Another significant factor in this transaction is the fact that 
local government and business worked together to provide 
some incentives to attract this foreign investment — thus con-
firming government’s commitment to support manufacturing 
and create jobs. 

Somta places a high priority on the importance of eco-
nomic transformation and as part of its BBBEE initiatives, cre-
ated a Somta Employees Trust some years ago that enabled 
the employees of Somta to own a part of the company. As a 
part of the transaction with OSG, the employees of Somta will 
receive a return for the sale of their shares and will continue 
to remain a part owner of the business in the new ownership 
structure.

Whilst OSG tooling has been available in South Africa for a 
number of years through its local distributor, this investment in 
Somta Tools marks a significant new initiative by OSG to bet-
ter serve the South African and African markets, and no other 
foreign company has shown such commitment to the local cut-
ting tool industry. 

“This is a very exciting development not only for Somta 

OSG Invests in Somta Tools 
to become major stakeholder
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Tools, but also for  
South Africa and all users 
of round cutting tools on 
the African continent.  
The company hopes that  
you will soon get to  
personally experience the 
value of this transaction,” 
said Connolly.

The new Somta Tool 
Wizard App

Somta Tools is also 
very excited be able to 
announce the launch of 
its new Somta Tool Wizard 
App that will enable end 
users to have all  
information regarding  
the best cutting tool  
and optimum cutting  
conditions at their fingertips.

The Somta App has three components to it — the first is 
the ability to select the right tool through the catalogue, the 
second allows the user to select the most appropriate tool 
through identifying the material and machining required, and 
the third is direct access to recommended cutting tool feeds 
and speeds if the user knows what Somta product code they 
are already using.

An additional App gives users the access to all Somta’s 
literature related to specific products and solutions. This 

App can be accessed 
through the main App 
for ease of use.

The development of 
the Somta App, in  
addition to a wide range 
of readily available 
inventory, is the next 
step in creating ease of 
use solutions for the  
end user.

The Somta App is 
available on the Android 
and Apple platforms, 
as well as through the 
Internet.

The Somta App will 
be very useful to anyone 
who is doing any type 
of machining and wants 
to ensure that they are 

using the optimum cutting feeds and speeds, or to anyone 
unsure of what is the right tool they should select for the job 
they are doing.

Machine Tools Africa 2017
Somta Tools are exhibiting at the Machine Tools Africa 

2017 exhibition that takes place this year in May and will 
launch the new OSG partnership on their stand in Hall 6.

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



12   METALWORKING NEWS   v 15. 6   January 2017



Efficient Engineering 
calls for more support from 

State-owned enterprises

The success of local content 
designation depends on 
active support by public  

and private sectors. The  
implementation and verification 
of compliance with government’s 
local designation rules across 
both public and private sectors 
is pivotal to the success of the 
policy.

More and more local  
companies are voicing their  
opinion with the lack of  
support by state-owned  
enterprises for the Local 
Procurement Accord that has 
been put in place through 
NEDLAC. Efficient Engineering 
has joined the growing list of 
South African companies that 
believe that they are competing 
under inequitable conditions 
while adhering to government 
policy but are not getting the  
support from government  
entities and state-owned  
enterprises’ procurement  
departments. This is despite 
the fact that it has been widely 
reported that government’s drive 
to support manufacturing development by specifying the  
percentage of local content required when government entities 
and state-owned companies procure products.

“It is disheartening that we continue to lose contracts to 
Chinese and Indian competitors. And while we have limited 
leverage over our private-sector clients, we do believe that the 
state-owned companies should take more of a lead in  
supporting those local companies that have made the effort 
to invest in transformation,” says Vees Moodley, Executive 
Director for business development at Efficient Engineering.

“Ownership is but one, albeit important, component of 
the transformation process, which we have and many other 
companies have embraced. Skills development, preferential 
procurement, employment equity and corporate social  
responsibility activities, all of which the Efficient Engineering 
Group have put in place, are others.”

“The transformation process costs companies vast 
amounts of money to implement all these requirements that 
are aimed at having a positive outcome for the country as a 
whole. As a result it does put a local company at a  
disadvantage because it is reflected in the price.”

“Besides not having to implement all these requirements 
it is commonly known that companies in India and China 
employ engineers and labour at vastly lower rates than we are 
required to pay locally and, they are more productive. A lead 
engineer in India will earn R6000.00 a month, which does not 
compare to what we have to pay.” 

“On top of that, in China for example, companies enjoy  
government subsidies and government support.”

“This has resulted in the emergence of a number of  
‘tenderpreneurs’ who are now getting government contracts 
but are not supporting local manufacturing. They are  
ordering from China and India and supplying government 
departments even though local content designation rules are 
in place.”

“Local content designation is a sound principle and can be 
a boost in investment and job creation. However, sustainable 
long-term success of local content designation needs not only 
public sector compliance but also active private sector  
support.”

“The group’s empowerment journey supports government 
policy and all that we are asking is that we get the support in 
return, as do many other companies in South Africa.”

“All three business units in the Efficient Engineering Group 
have been verified as level 1 broad-based black economic 
empowerment (BBBEE) companies under the South African 
government’s new codes. These include heavy engineering 
and fabrication company Efficient Engineering, as well as  
liquid-bulk tanks constructor Efficient Trotech and energy  
solutions company Efficient Power.”

“We achieved the verification last year and is as a result of 
the stewardship of a new board, who embraced transformation 
as a way of improving the company’s competitive positioning in 
its traditional mining market, we have begun targeting  
new sectors.”

Another major recent project that the company has been involved in and that is now nearing 
completion is the supply of stationary pedestal and rotating yokes for the antennas being used 

as part of the MeerKAT radio telescope project, in the Northern Cape. The company was awarded 
the contract to manufacture all 64 pedestals and yoke sections over a period of 36 months and this 

needed to be completed by the end of 2016
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“The group’s BBBEE rating has been secured through 
the Shalamuka Trust, which owns 49% of the business. 
Shalamuka, whose beneficiaries are mostly black women, 
is associated with RMB Corvest, which itself owns 26% of 
Efficient Engineering. The balance of the company  
shareholding is held by executive management (20%) and 
Algep (5%), representing the founding Cimato family.” 

Efficient Engineering was established in 1968 by Italian 
immigrant Giuseppe Cimato in a 3m² working area, in which 
he began manufacturing buckets for underground diggers.  
The small general engineering shop soon focused its attention 
on heavy engineering and is now a preferred supplier to some 
of the largest names in the local and international mining, 
material handling and engineering industries. Cimato’s son 
Tony joined him in 1983 and took over the running of the  
company after Giuseppe’s retirement in 2000.

Initial transformation of the company began in 2010 
when Shalamuka Capital, which at the time was a private 
equity company set up to benefit the Penreach Whole School 
Development Programme, acquired a 29 per cent share in 
Efficient Engineering, in a broad-based black empowerment 
transaction. In the same transaction RMB Corvest, a private 
equity business in the FirstRand Group acquired a 26 percent 
share in the company.

In 2015 Efficient Engineering diversified into electrical 
design when the company established Efficient Power. Started 
as a one-off project within Efficient Engineering, Efficient 
Power has now developed into a standalone business that 
answers a very specific set of challenges in Africa: Addressing 
the challenges of building modular solutions in remote regions. 
Efficient Power now designs, manufactures, tests and fits 
modular power control cabins and generator sets that make a 
tangible and sustainable difference to Africa’s energy and  
utilities sector.

In 2015 Efficient Engineering also purchased Trotech 

Engineering, a liquid-bulk tanks manufacturer, which is now 
known as Efficient Trotech. 

The diversification of the company also saw the beginning 
of the restructuring of the company. The group is headed up 
by Executive Chairman Tony Cimato, with previous Operations 
Director Mike van der Walt as its CEO. Lenny Govender is the 
CFO and Vees Moodley, the Executive Director for business 
development, who was previously MD of Trotech Engineering. 
The Group has also divested from companies not core to its 
business.

The restructuring has been associated with a rapid  
diversification of the company’s customer base, with  
mining equipment currently comprising about 50 per cent of 
the group’s order book, having previously made up over  
90 per cent of sales.

The 600 employee company that has 29 000m² of  
workshop area in Ekurhuleni and Durban, is now  
increasingly active in the electricity and oil and gas markets, 
having recently fabricated the initial five 74 metre long  
“bullets” (LPG vessels) for a liquid petroleum gas terminal 
being developed at Saldanha Bay, in the Western Cape. 

Another major recent project that the company has been 
involved in and that is now nearing completion is the supply 
of stationary pedestal and rotating yokes for the antennas 
being used as part of the MeerKAT radio telescope project, in 
the Northern Cape. The company was awarded the contract to 
manufacture all 64 pedestals and yoke sections over a period 
of 36 months and this needed to be completed by the end of 
2016. Each pedestal and yoke section is eight metres tall and 
2.5 metres wide at the base, and they weigh approximately  
12 tons without the backup structure.

The Group has also recently completed some successful 
projects in the petrochemical and chemical manufacturing 
industries with the manufacture and supply of vessels,  
reactors and heat exchangers.

“The Group is now continually  
looking to diversify it’s manufacturing 
capabilities by seeking contracts in 
other industrial manufacturing areas 
that require precision heavy  
engineering, both in the public and  
private sectors. At the same time  
we are continuing to develop our staff 
and the company is currently training 
beyond its own internal requirements, 
with a big focus on the development 
of female and youth welders,” said 
Moodley.

“We have had to adapt to the  
drop in commodity prices and we  
are now focused on identifying ways 
to complement Efficient Engineering’s 
initial equipment manufacturing, repair 
and refurbishment offering from nearly 
five decades ago, in order to remain 
agile in a market that is constantly 
changing.”

For further details contact Efficient 
Engineering on TEL: 087 310 1767  
or visit www.efficient.co.za

Efficient Engineering has gone from purely mechanical design and manufacture,
to include electrical design and fully fitting out and testing of modular power control,

electro houses and generator sets

“We have had to adapt to the drop in commodity prices and we  
are now focused on identifying ways to complement Efficient Engineering’s initial 

equipment manufacturing, repair and refurbishment offering from nearly five  
decades ago, in order to remain agile in a market that is constantly changing.”
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Engineering and construction group Murray & Roberts has 
sold its last remaining manufacturing business Genrec, to 
Nisela Capital for R185 million.

Murray & Roberts notes that the transaction with  
Nisela Capital, a BEE asset management, private equity and 
advisory firm is still subject to certain conditions precedent 
and regulatory approvals.

The transaction is not classified as a categorised  
transaction according to section 9 of the JSE listing  
requirements. Genrec was the last remaining manufacturing 
business in the company’s portfolio of businesses.

Murray & Roberts believes that the transaction is in the 
best interests of the long-term sustainability of both the  
company and its long-term strategy to focus on the global 
natural resources markets.

Murray & Roberts first announced the potential sale  
of Genrec in August 2016 when it also noted it would  

look to dispose of its 
Infrastructure and  
Building businesses.

This transaction  
excludes the  
Murray & Roberts  
investment in the  
Bombela Concession 
Company (BCC),  
Bombela Civil joint venture 

(BCJV) and Bombela Operating company, as well as the  
operations in the Middle East, where current projects are 
expected to be completed by December 2017 and no new  
projects are being pursued.

It is the group’s vision, by 2025, to be a leading  
multinational group that applies its project lifecycle capabilities 
to optimise fixed capital investment. Murray & Roberts aims to 
achieve this by focusing its expertise and capacity on selected 
oil and gas, metals and minerals and power and water market 
sectors.

Growing its capability in specialist engineering,  
commissioning and asset support and maintenance services 
in these market sectors, should yield higher margins and  
carry lower risk than services only provided in the construction 
segment of the project value chain.

This diversification is aimed at enhancing return to  
shareholders.

Genrec sold by M&R for R185 million
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A contract manufacturing agreement has been concluded 
between ArcelorMittal SA and Highveld Structural Mill 
(HSM) and Evraz Highveld Steel & Vanadium (Highveld). 

HSM is a newly formed subsidiary of Highveld.
The agreement relates to wind-down proposals by the  

joint business rescue practitioners in terms of a business  
rescue plan. The agreement is still subject to certain conditions.

In terms of the agreement ArcelorMittal SA will supply 
blooms to HSM for processing into heavy structural steel.  
This will result in the re-opening of the Highveld heavy structural 
mill. This will make available the supply of locally produced 
South African large structural steel products into the market again.

The re-opening of the mill is seen by Highveld as a positive 
development that will result in the added benefit of creating 
further jobs. The agreement will operate for an initial period of 
two years with an option to extend for a further period of one 
year.

ArcelorMittal SA also has an option to purchase the  
business of HSM and the land or the shares in HSM, subject to 
certain further regulatory and governance approvals that may 
be required. Highveld said in a Sens statement that the detail 
regarding implementation is being finalised, but it is envisaged 
that the mill will begin operations in 2017.

It said this important milestone was made possible with the 
support of various stakeholders, for which it is grateful.

ArcelorMittal SA said in its own Sens statement it is 
dependent on the implementation of duties on the products  

to be manufactured in the heavy section mill. The application 
that has been submitted to the International Trade 
Administration Commission (ITAC) in this regard will need to be 
finalised.

This will result in the re-opening of the Highveld heavy  
section mill by the business rescue practitioner, making  
available the supply of heavy structural products into the South 
African market.

Trade union Solidarity said in a statement it welcomed  
the agreement that ArcelorMittal SA concluded with the  
Evraz Highveld Steel plant outside Witbank.

According to Marius Croucamp, deputy general secretary 
of the steel and engineering industry at Solidarity, HSM is the 
only plant on the African continent that is capable of producing 
structural steel of this nature.

Croucamp said the agreement comes as a positive  
development for the local community, as well as for the  
South African economy.

“Last year, this community was affected by mass  
retrenchments involving 1 753 employees. Not only will this 
agreement boost the local community, but it will also be an 
encouraging boost for the South African economy insofar as the 
country would manufacture its own structural steel,”  
said Croucamp.

“The number of employees that have to be appointed for 
the purposes of the agreement will be determined in the new 
year,” explained Croucamp.

AMSA concludes manufacturing 
agreement with Highveld

Advanced versions of Denel PMP’s iNkunzi PAW  
semi-automatic weapon, deployed to destroy high-value 
targets especially in urban warfare, have now become 

available on the global markets.
The iNkunzi — “bull” — is regarded as one of the most  

effective personal area weapons in the world and there is 
already interest among prospective clients to acquire the product.

Phaladi Petje, the CEO of Denel PMP, 
says the iNkunzi PAW was designed to 
meet the needs of the modern combat 
soldier who requires a light weight, yet 
highly effective, personal area weapon. 
It is carried by a single soldier and fired 
from the shoulder.

The new version iNkunzi PAW A2 
contains a number of upgrades to 
improve the weapon’s stability and  
accuracy. A rotary magazine replaces 
the old box cartridge cassette which 
improves the balance of the weapon and 
adds to its efficiency. The gas operated 
recoil system was also replaced by a 
new inertia-operating system.

Petje says the iNkunzi PAW is a highly accurate weapon that 
is best deployed in modern urban warfare conditions. It can 
also be used in rural or jungle combat terrains at distances of 
up to 1 000 metres.

The semi-automatic weapon fires 20mm bursting  

ammunition from a rotary magazine, holding six rounds. It is 
widely respected as being a force multiplier and is highly  
effective against thin-skinned vehicles, command posts, 
machine-gun nests and radar installations.

Petje says there is already international interest in the 
upgraded version of the iNkunzi PAW and PMP is exploring  
further markets for the weapon and the ammunition.

Another version, the iNkunzi Strike 
was recently launched at the Africa 
Aerospace and Defence Exhibition 
2016. The iNkunzi Strike has been 
integrated into a remotely operated 
weapon station SDROW developed 
by Mechatronics, a division of Denel 
Vehicle Systems.

The integrated weapon system  
combines explosive power and accuracy 
in a compact package. The weapon  
and camera are mounted on the  
outside of the vehicle but fired by a  
single operator located inside. It can 
fire up to 350 rounds a minute using 

the same 20X42mm bursting ammunition.
Petje says PMP is also busy with the development of a  

tripod for the iNkunzi Strike which will enable forces to fire high 
volume bursts from outside the vehicle.

For further information, contact Pam Malinda of Denel on 
TEL: 012 671 2662 or visit www.denel.co.za

The “Bull” In Denel’s kraal gets even better
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The metalworkers industry is facing its biggest challenge  
in living memory amid a global steel glut and  
over-production, said Minister of Economic Development 

Ebrahim Patel recently. 
He was the main speaker on the second day of the  

National Union of Metalworkers South Africa’s (Numsa)  
10th annual congress held in Cape Town when he told  
delegates that a “fourth industrial revolution” was emerging 
which could put a large number of metalworkers out of jobs.

 “There are going to be major changes in the economy 
where robots will replace manual labour,” Patel said. 

 Today, a robot can read a newspaper, or pick up a glass of 
water. Roads in the United States (US) are already having  
driverless cars, he said. 

 Patel asked delegates to be mindful that the model of  
production and manufacturing is changing. “But don’t be like 
the first workers in history who tried to smash the machines 
that had taken their place.”

 “We can’t do that. But we can shape the technology and 
the society in which this technology is advancing.” 

 
Interventions in the steel industry
Patel named a number of initiatives that government is  

driving to salvage the ailing steel sector. 
 “The metal sector is the bedrock of industrialisation,”  

Patel said, “and we can’t step away from it.” 
 For that reason, the Competition Tribunal slapped 

ArcelorMittal with a R1.5 billion fine for collusion and cartel 
behaviour. In addition, Patel said, ArcelorMittal’s earnings 
before interest and tax may not exceed 10%. 

 He also cited the Industrial Development Corporation’s 
investment in the metal value chain as evidence of  
government’s commitment to the metal industry. 

 In addition, government has increased the tariffs of  
31 categories of imported goods in the metal sector, such as 
wheelbarrows, TV antennas, steel pipes and bars and many 
other products, Patel said. 

 The growth in South Africa’s car manufacturing sector  
has led to exports of cars, trucks and buses to the value of  
R26 billion, while government has also directed renewable 
energy producers to make use of metal components that are 
manufactured in South Africa.  

 
Not all good news
Patel said, although he is proud of government’s  

interventions, not all of government’s efforts have been equally 
successful or without challenges. 

 “Highveld Steel received a R150 million loan from  
IDC and efforts to find a new buyer have been unsuccessful 
with the result that it had to close its operations, although  
we are involved in other discussions to reopen one section,” 
Patel said. 

 Another challenge is that the tariff protection provided 
to the basic steel manufacturers in the upstream industry, it 
increases the price that factories must pay if they buy that 
steel. “This in turn pushes up their prices and makes them less 
competitive, which again puts pressure on jobs.”

 Patel, however, emphasised that without government’s 
efforts South Africa’s metal industries would have been  
crippled. 

Metalworkers industry facing biggest challenge yet

South Africa is considering imposing emergency tariffs 
on some iron and steel imports, it said in a filing to the 
World Trade Organisation.

South Africa's steel industry body requested the temporary 
trade barrier because a surge in import volumes had caused 
the industry “serious injury” in the form of lower sales, output, 
market share and capacity 
utilisation, the filing said.

It blamed a global steel 
glut and measures by other 
countries to protect their 
steelmakers, as well as new 
investments by current steel 
importers, which meant  
South Africa could expect  
further increases of imports, 
the filing said.

The analysis was based 
on data from ArcelorMittal 
South Africa, which accounts 
for 70 per cent of local production of the affected goods.

South Africa's steel sector is facing catastrophe and 
ArcelorMittal may have to close down if the government does 
not act soon, labour union Solidarity said.

“If there are no concrete plans on the table to assist the 

struggling steel industry by the end of April, the primary steel 
industry in South Africa will perish,” said Solidarity's steel 
spokesman Marius Croucamp.

Another steelmaker, Evraz Highveld Steel and Vanadium, 
shut its doors in February 2016, shedding around 2 200 jobs 
in the process.

South African trade 
authorities indicated earlier 
that they would decide in 
June whether to aggressively 
protect steel manufacturers, 
Solidarity said, but this 
would be much too late 
according to the union.

ArcelorMittal said late 
last year that it would  
raise steel prices from  
April 2017 as it tries to  
stabilise its business  
after heavy losses due to 

competition from cheap imports.
South Africa last year slapped a 10 per cent tariff on 

imported steel, but the emergency tariff, which would not apply 
to imports of stainless steel or silicon electrical steel, would 
provide much greater protection.

South Africa considering emergency 
steel tariffs — WTO
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DCD Marine enters voluntary business rescue
113-year-old Cape Town-based business falters due to low global oil prices.

The board of Cape Town based DCD Marine — a member 
of the DCD Group — has put the business into voluntary 
business rescue after 18 months of very difficult trading 

conditions.
According to DCD Group Chief Executive Officer Digby Glover, 

DCD Marine was focused predominantly on the oil and gas 
market, which has contracted massively due to low global oil 
prices. The business rescue process allows the business some 
room to negotiate with stakeholders, so it can take appropriate 
actions that put the business in a more positive position.  

 “The intention of this process is to give the business the 
best possible chance of trading through these difficult  
conditions,” said Glover. “The intention is to keep the business 
alive and to save jobs; if there was no chance of DCD Marine 
making it through this difficult time, the business rescue route 
could not have been taken.”

He said market conditions have forced DCD Marine to 
revert its focus to the ship repair and industrial markets, which 
were more consistent but smaller in scale — leading to  
contraction within the business.

Business rescue practitioners Neill Hobbs and Justin 
Gordon from Hobbs Sinclair had been appointed to administer 
the process, which was effective Thursday 10 November. 

DCD Marine’s roots in the ship repair market go back over 
a century; its main facility in the Port of Cape Town is one of 
Africa’s most recognised and established service providers in 
this industry.

“Whilst it is of course a serious concern for the DCD Group 
that one of our companies has to undergo this process, the 
Group looks forward to DCD Marine coming out stronger than 
before. We have every reason to believe that this will be the 
case,” said Glover.

Transnet Freight Rail partners 
with private sector to launch new steel hub

Transnet Freight Rail (TFR), 
in collaboration with 
ArcelorMittal (AMSA), 

Barloworld and Grindrod  
logistics, has launched a steel 
hub train designed to reduce 
lead times for AMSA’s customers 
domestically and cross border.

The first train successfully 
ran on Friday, December 2,  
from Newcastle to the steel 
hub/distribution centre in 
Elandsfontein. According to TFR, 
the collaboration will enable 
growth in market share of  
outbound steel on rail from the 
current 13%, (400 000 tons) in 
2016/17 to 34% (1 million tons) 
in the 2017/18 financial year, 
resulting in a significant  
reduction of carbon emissions 
and road congestion.

“The strategic importance 
of the steel hub is that it is an 
execution of the back to rail strategy and is guaranteed to  
capture and increase the steel portfolio market share on  
finished steel products, which are considered rail friendly  
traffic,” says a TFR spokesman.

The project commenced two years ago and the steel  
hub at TFR’s Elandsfontein yard was identified as the interim  
distribution centre for the next 2-3 years. It will move to the 
permanent distribution centre currently under construction at 
the Grindrod premises in Denver.

TFR will provide a dedicated service to the steel hub to 
ensure that AMSA consistently receives a reliable service 

with dedicated resources and timeslots on agreed upon 
days.  Customers’ orders will then be supplied from the steel 
hub by loading steel onto road cartage trucks, managed by 
Barloworld, for delivery to customers.

The steel hub is a long-term sustainability initiative with an 
envisaged life span of 10 years and beyond which is backed 
up by sound commercial agreements between all parties, 
according to TFR.

“It is guaranteed to capture and increase the steel portfolio 
market share on finished steel products, which is considered 
rail-friendly traffic,” TFR commented.
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The Beijing Automobile International 
Corporation’s (BAIC) investment in 
the Coega Industrial Development 

Zone near the Port of Ngqura brings with 
it the full might of China’s large-scale 
manufacturing capabilities.

BAIC’s intention to site its largest-
ever investment on the African continent 
in the Eastern Cape first came to light 
in April 2016. The site set to house the 
first new car manufacturing facility in 
South Africa in 40 years is ready for 
construction, the Coega Development 
Corporation (CDC) has said.

CDC has cleared some 54 ha of 
land in Zone 1 of the Coega Industrial 
Development Zone (IDZ), near Port 
Elizabeth, for BAIC and South Africa’s 
Industrial Development Corporation to 
build the R11 billion joint venture automotive manufacturing 
plant.

Construction of the more than 85 000 m2 plant, which 
CDC unit head marketing and communications Dr Ayanda 
Vilakazi noted was planned to start “in earnest” is expected to 

be completed in the first quarter of 2018.
The project will be done in two phases, with the first phase 

costing R4.6 billion. At full capacity, the plant will be able 
to produce 100 000 vehicles a year by 2027, with the first 
phase, worth R4.25 billion, establishing an installed capacity 
of 50 000 units a year by 2022. Of the 50 000 units, 60% will 
be exported and 40% retailed locally.

BAIC has named its South African operation BAIC 
Automobile SA and the IDC has a 35% shareholding.  
The state-owned global manufacturer, which is one of China’s 
top five vehicle makers, will use South Africa as its new global 
distribution hub.

BAIC says it is also establishing a dealership network 
across South Africa. The creation of the network is still at 
recruitment stage and 25 dealerships are expected to be 
established initially.

Three BAIC models, a sedan, a SUV and a pickup truck, will 
be introduced into the local market during the first phase. The 
homologation process for one of the BAIC models to be sold 
locally is already at an advanced stage.

BAIC Automobile SA says it will employ 2 500 people 
directly, of whom more than 1 000 will be locals, and 10 000 
indirectly during its first phase.

While specific details are not yet available, a substantial 
number of vehicle components will be sourced locally, with 
that number expected to increase.

Measured by volume of vehicles produced, the new facility 
will put Nelson Mandela Bay in the forefront of vehicle  
production nationally and the investment is expected to  
contribute 8% to the GDP.

Start of production is earmarked for March 2018.

R11 billion Beijing Automobile 
International Corporation’s 

car plant deal gets into gear at Coega
Massive Chinese investment signed, sealed at sod-turning.

The project will be done in two phases, with the first phase costing 
R4.6 billion. At full capacity, the plant will be able to produce 100 000 vehicles 

a year by 2027, with the first phase, worth R4.25 billion, establishing 
an installed capacity of 50 000 units a year by 2022. Of the 50 000 units, 

60% will be exported and 40% retailed locally
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Prima Industrial Holdings 
have recently completed and 
shipped two castings to a 

North American client that  
represent the largest castings  
that the company has ever  
manufactured in its 80 year  
history.

“The challenge of the highly 
engineered large casting market is 
that you have to get it correct from 
the beginning otherwise you have 
a large amount of scrap metal to 
melt and I don’t have to explain 
the costs that are associated with 
that,” said William Price who has 
recently been appointed Managing 
Director of the family owned  
business. William takes over from 
his father Keith who will now take 
up the position of Chairman as he 
begins to hand over to the  
younger generation management 
team.

“Prima has been supplying  
the South African mines and  
international clients with mining wear parts since its  
inception in 1937. We have evolved into one of South Africa's 
most respected suppliers of steel mill and crusher liners, and 
have received recognition in the form of numerous export 
awards and contracts won in a number of international  
markets including USA, UK, Australasia / Australia, Europe 
and several African countries.”

“We made a strategic decision to move into the larger 
size castings market in 2015 and as a result we were asked 
to manufacture a bowl and mantle for our US client Optimum 
Crush. The castings are destined for use on a cone crusher 
in the Canadian gold mining industry. The bowl has a final 
weight of 10,7 tons and the mantle 11,1 tons once cast  
fettled and finished. Previously the largest casting we had 
manufactured was in the region of 8,5 tons.”

“To take on this project has been a great test for 
our company and required meticulous planning and 
team work. From the engineering department to the 
foundry, quality, fettling and machining departments 
we had to plan every step. This included engaging  
our Magmasoft simulation software supplier  
Ametex. The whole process has galvanised us as 
a team and we now know that we can accomplish 
similar projects when called upon, whether it be for 
a local client or one based internationally,” added 
Price.

“We have been producing crushing machinery 
wear parts for some time and the castings are core 
to our business. However, when you are contracted to 
cast a component over 10 tons there are a number 
of factors you have to take into account. You have 
to account for aspects such as melt capacity, crane 
capabilities, box size and machining capabilities 
in your feasibility study,” explained David Barbour 
Prima’s Production Engineer who has been with  
company for the last three years.

Prima Industrial casts 
large crusher components for US client

Creative thinking and attention to detail assist company to enter 
large wear parts market.

Prima Industrial Holdings have recently manufactured a mantle for  
their US client Optimum Crush. The casting weighs in at 11,1 tons

Prima Industrial Holdings have made a strategic decision to move into the larger size castings market. 
This bowl casting used on a cone crusher has a final weight of 10,7 tons



“Integral during our planning stage was to use the  
services of Ametex and the Magmasoft software to simulate 
mould filling, solidification and cooling, in advance of the 
start of production. More critically, the software improves 
product design by helping to identify residual stresses and 
distortion, microstructure formation and property distributions 
in castings.”

“As a result of using the software, in consultation with our 
client, we did make design changes to the castings to avoid 
‘tearing’ of the metal. Particular emphasis was placed on 
feeder optimisation and control of sand entrainment so that 
we could minimise molten metal turbulence in the mould and 
optimise the yield.”  

Transfer bogey system
“One of the main constraints we had was that we did not 

have the melt capacity, or so we thought, on site. After the 
disappointment of nearly acquiring an arc furnace to  
alleviate this problem we had to come up with an alternative. 
This is when Greg Mac Rae, our Quality Manager, suggested 
we fabricate and install a transfer bogey system so that we 
could easily transfer molten metal from our small component 
foundry to our heavy bay foundry and pour simultaneously. 
The melt capacity of the smaller furnace is 4,5 tons and 
added to our main furnace of 12 tons it gave us enough 
molten metal to accommodate the larger size castings.”

“The system is very simple in design but it has saved  
the company a sizeable amount of costs. We built rails of 
approximately 30 metres in length to bridge the gap between 
the two foundries and a mechanised transfer bogey to  
transport the ladle from the smaller foundry. We also installed 
a six metre launder to aid the pouring process,” explained 
Greg Mac Rae. 

The castings
“Bulk material processing and handling systems are an 

integral operation in the mining industry. Crushing  
technologies for bulk processing applications require  
components to be cast of high-grade steel and to be  
recognised for rugged structural integrity. As it is our first 
attempt to manufacture castings over 10 tons we have  
created more stringent quality specifications than previously 
deployed,” said Foundry Manager Cypi Kyalu.

“After finalising our 3D model it took six weeks to produce 
the patterns and mould setup took about five days. Melting 
and pouring was relatively short compared to planning and 
preparation and the cooling off period was about four days. 
The machining was done on our own vertical boring mill that 
has a four metre table.”

“Other interesting facts were that we used about  
16,5 tons of metal per casting and the weight for the  
metal, boxes and sand was about 40 tons per casting.  
After fettling and removing feeders we would still remove 
between 600 and 800 kilograms of metal during the  
machining process.”

“The bowl and the mantle that we have manufactured 
only represent six percent of the total weight of the cone 
crusher that is one of three of its kind used in the world. The 
castings are on the water at the moment and should be put 
into production early next year,” said William Price.

“Going forward, we are looking at manufacturing at least 
two of each casting per month as the cone crusher wear 
parts such as these are changed every four weeks. As a team 
we have broken barriers to deliver and we are confident that 
our client will recognise this,” added Price.

For further details contact Prima Industrial Holdings on 
TEL: 011 421 6911 or visit www.primafoundry.com
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With a few months still to go 
and the two allocated  
exhibition halls largely 

booked, industry has demonstrated 
its strong support for Machine 
Tools Africa 2017, taking place at 
the Expo Centre in Johannesburg 
from 9-12 May 2017. Exhibition 
space sales have exceeded 70% 
of overall square metres available 
and many other stands have been 
provisionally booked. Sales are on 
track and it is expected that the 
show will be sold out. 

Machine Tools Africa, launched 
in association with the Machine 
Tools Merchants’ Association of 
South Africa (MTMA), is the biggest 
trade exhibition of its kind in Africa 
showcasing cutting edge  
developments across the machine 
tool and related industries. 
Exhibitors in halls 6 and 7 are 
mainly the local machine tool  
suppliers together with their principals. 

Hans-Peter Neth, MTMA Chairman, has given MTMA’s full 
commitment to Machine Tools Africa so ensuring an industry 
showcase that is inclusive and reflective of the South African 
machine tool market. The exhibition will be a showcase of a 
broad range of machinery, equipment, products and services 
involved in the machine tools cycle. 

“Quality tools and machinery are the backbone of the 
South African manufacturing industry and this important  
sector will take centre stage at Machine Tools Africa 2017,” 
says Neth. “Machine Tools will not only be displayed but 
demonstrated. There will be equipment in Machining such as 
turning and milling, grinding and drilling, as well as all types 
of sheetmetal machinery, laser, plasma cutting, bending and 
punching and presses. And many more machines will be  
displayed. Also exhibiting will be various suppliers of  
Tooling and CAD CAM software who are an integral part  

of the successful machine shop.”
The arrival of Industry 4.0 has led the world to gearing up 

for more automation, with equipment driven and controlled by 
computers and handheld devices. Machine Tool developments 
never stop and with 3D printing of metal parts, a whole new 
world in design and manufacture has just begun.

“Daily talks by industry leaders from all over the world will 
make this event a must for all engineers, company owners, 
workshop managers and staff,” says Neth. “They will learn 
about these latest developments happening all around us in 
our exciting industry.” 

Visitors to Machine Tools Africa 2017 will include all those 
involved across various sectors including general mechanics, 
machine tools, mining, manufacturing, automotive, 
metallurgy, paper/pulp, research and engineering,  
aeronautics, aerospace, railways, energy, electronic and 
IT. They will be able to meet with leading companies such 
as Amada, Duncan Macdonald, TH Machine Tools, Victor 
Fortune, Retecon Machine Tools, Elquip, Puma Machine Tools, 
Potgieter Industrial Machinery, Durmazlar, CML Machine 
Tools, F&H Machine Tools, Haas Factory Outlet CNC Machine 
Tools SA, Hurco South Africa, RGC Engineering, Craft 
Industrial Equipment, PBS Machine Tools, Extreme Machine 
Technologies, First Cut, FEW, Toolquip & Allied, Mafema 
Sales, Metal Chip Machinery, Mecad Systems, Metal Sheet 
Tool Services, Lind SA, MicroStep South Africa, MJH Machine 
Tools, Multitrade Distributors, Pilot Tools, Reichmans Capital, 
Stillam, Traceability Solutions, WD Hearn, Flexilube, Siemens, 
Samsung Machine Tools, Somta Tools, Yaskawa Southern 
Africa and Walker Machine Tools, amongst many others.

“We have been involved with Machine Tools Africa since 
its stand-alone shows from 1977 until 1997 and then as a 

Industry supports 
Machine Tools Africa 2017 

as sales exceed 70%
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co-located show with Electra Mining Africa every four years 
from 2004 through to 2012,” explains Gary Corin, Managing 
Director of Specialised Exhibitions Montgomery, who have 
partnered with MTMA as Organisers of the show.  
“The decision to host the show alongside Electra Mining Africa 
was based on the market conditions of the time and the show 
remained fully supported by the Machine Tools Merchants’ 
Association of South Africa. A decision was made last year to 
again launch a stand-alone show as the market has become 
strong enough to support this. The endorsement we have 
received from industry and the number of leading companies 
already booked to exhibit validates this decision.”

The visitor experience will be enhanced through a series 
of free-to-attend technical seminars hosted by the South 
Africa Institution of Mechanical Engineering (SAIMechE). 
“These seminars will bring additional value to visitors and 
the seminar programme will be presented by leading industry 
experts,” says Corin. 

Both Corin and Neth agree on the importance and  

value of the MTMA being behind this exhibition. “Not only 
does it provide a platform where we can demonstrate our 
strength as an association,” says Neth, “but also to ensure 
that buyers know that purchasing a machine from members 
of the Machine Tool Merchants' Association means peace of 
mind for the machine tool buyer. All MTMA Members  
subscribe to a strict Code of Ethics designed to protect  
buyers.”

Corin also confirmed further industry support from the 
South African Capital Equipment Export Council (SACEEC) and 
the Italian-South Africa Chamber of Trade and Industries.

Specialised Exhibitions Montgomery is a member of 
the prestigious Montgomery Group, one of the most widely 
respected exhibition companies in the world with trade shows, 
consumer shows and specialist projects currently spanning 
Europe, the Middle East, Africa and Asia.

For more information, contact Leatitia van Straten, 
Marketing Director at Specialised Exhibitions Montgomery  
at email leatitiavs@specialised.com

Both Corin and Neth agree on the importance and value of the MTMA
being behind this exhibition. “Not only does it provide a platform where we can 

demonstrate our strength as an association,” says Neth, “but also to ensure 
that buyers know that purchasing a machine from members of the Machine Tool 

Merchants' Association means peace of mind for the machine tool buyer. All MTMA 
Members subscribe to a strict Code of Ethics designed to protect buyers.”



26   METALWORKING NEWS   v 15. 6   January 2017

Statistically the company employed approximately 10% of 
the working population in the Ekandustria area, where 
the company has two foundries and a machine shop.

It is well known in industry that Bronkhorstspruit, 
Mpumalanga based foundry Steloy Castings had been in business 
rescue proceedings since the beginning of July 2016, reportedly 
owing between R120 and R130 million. Now the business 
rescue practitioner has issued notice that they have “concluded 
that no reasonable prospect exists for the entity to be rescued.”

This is no surprise considering the amount needed to 
keep the entity operating as a going concern. The amount 
of money owed by Steloy Castings, including to state owned 
enterprises such as SARS, IDC, Metal Industries Benefit Funds 
Administrators and the Mpumalanga Economic Growth Agency 
(Mega), who is responsible for the supply of power to  
Steloy Castings runs into many millions of rand. At the time of 
the business rescue notice it was rumoured that the company 
owed R6,7 million to SARS (including PAYE and VAT),  
R1,2 million to the Metal Industries Benefit Funds 
Administrators and Workman’s Compensation R3,3 million. 
Whether these amounts have now been paid to avoid criminal 
charges, is unknown.

The demise of the company has been swift when you  
consider the glowing press releases sent out by the company in 
the last quarter of 2015 expounding on how it had been in  
business for 30 years and how well it was doing. The company 
also announced that it had invested millions in the latest  
equipment and technology to secure lucrative railway industry 
contracts for the localisation projects. This included boasting 
about being the only foundry in South Africa to be accredited 
with the Iris standard, the international rail industry standard.

Castings SA magazine also fell into the trap and published a 
lengthy article in February last year on how Steloy Castings had 
invested in the installation of a new sand reclamation plant at 
the company’s Tungsten Road foundry facility, and new  
state-of-the-art CNC and CMM equipment at its machine shop.

Earlier last year the IDC, one of Steloy Castings biggest 
funders, and now, as a result of the liquidation, one its biggest 
creditors, published an article that Noma Nibe, who is “no  
ordinary worker, but a businesswoman of note” had approached 
the IDC to provide her with funding to become a major share-
holder in a consortium that purchased a 26% stake in Steloy 
Castings in a BEE deal, and the IDC “came on board with funding”.

In the same article Steloy Castings’ CEO Danie Slabbert 
is quoted as saying: “It is good that unlike the banks, the 
IDC doesn’t look at the security like assets but their finance 
schemes are more based on opportunities that exist and that is 
a good business principle. They came on board and an  
opportunity was created for young investors.” 

This ultimately begs the question if this so called policy of 
the IDC is correct, especially as it had provided funding to Steloy 
Castings the company and also to the company’s BEE partners. 
The IDC is reportedly owed R20 million by Steloy Castings that 
ostensibly was funding to be used for the capital equipment 
purchases that were installed in the latter half of 2015. 
However, in the creditors list there is a capital equipment  
leasing company listed and other capital equipment in the 
foundry is known to be on a lease agreement. 

The exact timing of these funding agreements is unknown 
but surely if the IDC has ‘invested’ such a large amount in a 
company it would conduct regular audits of the company and 
not be surprised when the business rescue notice is issued by 
the CIPC. By that time it is too late and debts of between  
R120 and R130 million are not incurred overnight.  

It has since been learnt that further funding was applied for 
from the IDC but the IDC confirmed that it would not be willing 
to grant additional funding to Steloy Castings. Due to the lack of 
operating capital, all production and trading activities of Steloy 
Castings came to a halt towards the end of September 2016.

It has also been learnt that numerous clients have  
subsequently cancelled their orders with Steloy Castings and 
have proceeded to uplift their patterns. This has resulted in the 
value of the order book dropping to approximately R2.5 million 
from a supposedly healthy order book of R85 million and a  
contract value of R1 billion, just for the railway business.

The power supply to the premises was also cut on  
04 October 2016 due to the fact that the Mpumalanga 
Economic Growth Agency (Mega), who is responsible for the 
supply of power to Steloy Castings is owed a substantial amount 
of about R15 million. This has led to several incidents of theft 
from the Steloy Castings facilities, even though there is  
24-hour security.

Third party investors have also expressed an interest in 
purchasing Steloy Castings as a going concern, and a period of 
two weeks was requested to conduct a due diligence. Two offers 
were made to the Business Rescue Practitioners. However, 
when the Business Rescue Practitioners requested payment 
into the trust account of its attorneys to determine whether the 
first offer received would be viable and could be presented to 
creditors for acceptance, no payment was received. The second 
offer would require Steloy Castings to pay holding costs for a 
further two months before the offer could be implemented and, 
according to the Business Rescue Practitioners Steloy is not in 
a position to pay holding costs for a two month period.

The IDC also indicated that it would be willing to reconsider 
its position regarding funding. However, after various meetings 
took place by interested parties due to the high running and 
holding costs that would be required to sell the business as a 
going concern, it was decided that this option was not feasible 
and hence the liquidation notice.

As indicated earlier you have to ask yourself how such a 
large amount of debt can be incurred and why it was allowed 
to be incurred; were there not enough controls in place or was 
it bad business practice by the Directors? The outcome is that 
one of the largest stainless steel foundries in South Africa is 
now in liquidation. Suppliers, banks and other institutional  
lenders are now owed big sums of money and the suppliers in 
particular will probably only get paid out 10 cents in the rand 
once the secured creditors have taken their share. The biggest 
losers are the staff at Steloy Castings and their families. While 
the reality of this bad news hit home just before the end of last 
year and the holiday period, others will not be affected  
drastically because they have taken care of themselves through 
complicated tools that allow them to do so in our law. The  
challenge is to negate these laws that make it ‘easy’ for one to 
wash ones hands of the situation and not be held responsible.

Questions need to be asked 
after Steloy Castings goes into liquidation

The demise of the 283-employee company leaves families, clients and suppliers angry. 
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The biggest goal of newly appointed National Association 
of Automotive Component and Allied Manufacturers 
(Naacam) executive director Renai Moothilal is to increase 

the participation of black South Africans in the country’s  
automotive sector, according to a report in Engineering News.

He says there are “opportunities to drive transformation 
mainly within the tier two space. It is possible to bring in a 
cache of black industrialists, reshaping the owner dynamics 
within this sector.”

 The automotive sector typically comprises global,  
multinational vehicle manufacturers, also called original- 
equipment manufacturers, or OEMs, which are provided  
components by a range of suppliers. The biggest of these  
suppliers are tier one manufacturers, which are largely  
multinational companies. Manufacturers that supply sub- 
components to tier one suppliers are tier two, three and four 
suppliers, depending how far down the value chain they are.

Tier two, three and four companies are attractive targets 
for black ownership, as they are largely not multinational  
companies.

Multinationals are allowed to achieve their empowerment 
targets by means other than ownership.

“Given the levels of government support for the  
automotive industry through the current Automotive Production 
and Development Programme (APDP) as well as the proposed 
2035 Automotive Masterplan, it is expected that government 
will push the automotive sector towards greater demographic 

representation, with the most realistic way for this to  
happen being through the lower-tiered component sectors,” 
says Moothilal.

“It is possible, given current fiscal constraints, that the 
demands for more inclusive levels of representation, among 
others, will be more stringent going forward. Importantly,  
however, all stakeholders are clear that the local automotive 
sector is unlikely to survive without appropriate, balanced  
government support.”

Moothilal points to the demise of the Australian automotive 
sector as a case in point.

Outside of the well-known APDP levers, Moothilal says 
Naacam will tap the Department of Trade and Industry’s (DTI’s) 
Black Industrialist Programme, among others, in an attempt to 
establish black tier two suppliers. He also maintains that the 
broad-based black economic empowerment (BBBEE) codes 
and legislation have to be used as “tools of industrialisation”.

He believes there is room for new component makers 
in the South African automotive sector, especially as the 
Automotive Masterplan currently being drafted by government 
and the automotive industry aims to increase automotive parts 
localisation.

Moothilal’s second goal as executive director links to this. 
He would like to see a deepening of the use of parts 

manufactured in South Africa, with many parts still being 
imported by OEMs and several global tier one component 
manufacturers.

“We must deepen our value chains.”
A range of government policies, such as the Motor Industry 

Development Programme, implemented since 1995, and its 
successor the APDP, managed to set a strong base for the 
vehicle assembly industry to become one of the country’s 
prominent manufacturing industries. Growth within the 
components subsector has, however, not entirely followed a 
similar trajectory, says Moothilal.

“In fact, while the local sector has established segments 
of excellence in certain tier one categories, it has experienced 
“serious hollowing out”, especially among tier two and tier 
three component makers, diminishing their contribution to the 
automotive industry.”

Another of Moothilal’s main goals as new Naacam 
executive director is to “refresh and reinvent the Naacam value 
proposition to its members”.

A recently delivered initiative in this regard links to the goal 
of improving empowerment within the components sector.

“We have been doing a lot of work on educating and 
assisting our members to increase their performance on their 
empowerment scorecards,” says Moothilal.

“Many of our members were not ready for the shift  
required by the revised empowerment codes issued by  
the DTI — this while the DTI has indicated that there is  

no room not to comply.”
Naacam has been hosting best practice workshops to 

guide its members in finding cost-effective ways to fulfill  
certain of the BBBEE priority scorecard elements.

The first ever Naacam branded show in 2017 is another 
initiative aimed at driving the membership value proposition. 
Moothilal believes the show will be a “great platform for the 
sector to showcase its true capability. The themes of  
growing localisation and black supplier development will be at 
the heart of the show’s agenda.

Moothilal would also like to capture more companies  
within the components sector as members of Naacam, with 
membership currently representing around 65% of recorded 
component production.

He also speaks of the need to build the public profile  
of the component sector.

“The bulk of the auto sector’s value addition, as well as 
the associated economic outcomes, including employment 
happens in the components sector. There is a good story to be 
told, but we need to be getting that story out effectively and 
consistently in the public space.”

Moothilal exited the DTI, where he worked within the  
automotive policy unit, to join Naacam. He is an economic 
development professional.

Components sector must transform 
as it grows, urges new Naacam director

Moothilal believes there is room for new component makers
in the South African automotive sector, especially as the Automotive Masterplan 

currently being drafted by government and the automotive industry aims to 
increase automotive parts localisation
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Gauteng Roads and Transport MEC Dr Ismail Vadi said 
last year that plans were at “an advanced stage” to 
acquire 12 new trains for the Gautrain system.

“This is due to passenger demand that is exceeding  
realistic expectations, particularly during peak hours.  
The acquisition of 12 new trains over the next 36 months will 
help to alleviate congestion that Gautrain passengers  
experience in the morning and evening peaks.”

 He said the Gauteng government in March received  
several proposals from potential train manufacturing  
companies.

“These were evaluated and I am pleased to announce the 
three successful pre-qualified bidders for the new rolling stock 
project, namely, Bombardier Transportation, CRRC E-Loco 
Supply and Egoli Rail Consortium.”

 In addition to the acquisition of more trains, the project 
includes the development of new depot facilities and the 
upgrading of the existing Gautrain signalling system.

 “It is projected that the final milestone — financial close 
— is to take place towards the end of 2017,” said Gautrain 
Management Agency (GMA) CEO Jack van der Merwe.  
The GMA is an agency of the Gauteng government.

 Vadi said the project was expected to have a significant 
and positive socioeconomic impact on the province, as the 
Gauteng government insisted on at least 65% local content by 
the successful bidder. 

 The project is expected to sustain 10 000 jobs in Gauteng. 

Total government revenue is to increase by an estimated  
R542 million, in nominal terms, between 2019 and 2023. 

The bidders include:
The Bombardier Transportation bid consists of Bombardier 

Transportation South Africa as the supplier, with the Strategic 
Partners Group (SPG) and Bombardier Transportation UK  
shareholders in the group to maintain the rolling stock. Both 
Bombardier and SPG are shareholders in Bombela, the 
Gautrain operator. Bombardier Transportation is the rail  
equipment division of the Canadian firm Bombardier. It  
supplied the current Gautrain Electrostar rolling stock  
fleet.

Neither of the other two bidders split the rolling stock  
supply and maintenance portions.

The CRRC E-Loco Supply bid includes CSR Zelc (SA) and 
the Matsete Basadi group as shareholders. The two  
companies have partnered previously to deliver electric  
locomotives to South African State rail freight group Transnet. 
CRRC E-Loco Supply is the South African subsidiary of China’s 
CRRC Zhuzhou Locomotive.

The Egoli Rail Consortium consists of Alstom Southern 
Africa, EOH Intelligent Infrastructure and Ubumbano OpCo.

The Gibela consortium, which is supplying Metrorail with 
600 new commuter trains from a factory under construction on 
the East Rand, is 61% held by Alstom Southern Africa and  
30% by Ubumbano Rail.

Gautrain rolling 
stock contract

Three bidders prequalify for
Gauteng Government contract.

RMB Corvest, FirstRand Group’s on balance sheet provider 
of private equity capital for opportunities in Sub-Saharan 
Africa, has sold its stake in Kwikot Group to Electrolux in 

a deal that values the South African water heater producer at 
R3.18 billion, or almost $220 million. Additional terms of the 
deal were not disclosed.

RMB Corvest originally backed Kwikot in 1999 as part of 
a leveraged buyout from the Boumat Group since when it has 
expanded both its product offering and turnover successfully. 
Today, the company employs more than 800 people and  
had sales totaling R1.3 billion for the financial year ending  
June 30th, 2016.

Commenting on the deal, Piet Malan, Kwikot’s Chief 
Executive said “We have had a great relationship with  
RMB Corvest over the past 17 years and, with its support,  
have managed to build a world class manufacturing facility 
and distribution network, which has attracted an international 
buyer of our group. With the support of Electrolux, we will  
be considering expanding our manufacturing facilities,  
bringing additional growth opportunities for our company  

and the country.”
Electrolux, which currently supplies small and medium 

capacity water heaters in North Africa, sees the acquisition as 
an ideal opportunity to significantly strengthen its presence in 
the region and offering it a growth platform for African  
expansion.

“Acquiring the Kwikot Group will provide a step change for 
Electrolux in Southern Africa, through the complementary  
product offering, access to important customer segments and 
by adding a strong distribution and service network in the 
region relevant for our other product categories,” said Dan 
Arler, Head of Electrolux Major Appliances Europe, Middle East 
and Africa. 

“The acquisition fits perfectly with our strategy to drive 
profitable growth. It broadens the Electrolux offering and 
expertise for home comfort. We will now have a full range of 
water heating products supporting our continued growth and 
profitability.”

The transaction is subject to regulatory approvals being 
obtained by June 30th, 2017.

RMB Corvest sells Kwikot stake in $220 million deal
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A new BLM fiber laser cutter, a new panel bender, 
a new Ficep monospindle gantry drilling line, a 
new Amada bandsaw and now the introduction of 

a Burny Kaliburn plasma cutter has put new kid on the 
block, Qinisa Steel Solutions, in a position to assist  
fabrication shops and a host of industrial and  
commercial enterprises and OEM manufacturers to  
fast-forward their production capabilities.

“Make it faster and better and more efficiently is 
what customers are demanding these days,” says Jerry 
Govender, the Managing Director of relatively new  
company Qinisa Steel Solutions that was established just 
over two years ago.

“We buy into that concept and it was one of the 
overriding strategies and principles that Qinisa Steel 
Solutions was founded on,” continued Govender.

“Fabricating metal components or products today 
using the same approaches and technology from  
10 years ago is a time-intensive exercise. New  
technology introduces efficiencies to the fabricating  
process and companies need to embrace the new 
technology if they are to maximise profitability and stay 
ahead of the competition.”

 “In business, success is often the product of a 
company’s vision — the aspirations for the future and 
the plans for creating opportunities and managing growth. 
Differentiation from the competition is an important factor in 
uncovering and realising those opportunities.”

“This typically means doing things better, faster, more  
efficiently and more economically than anyone else. Continually 
challenging the way things have been done in the past and 
viewing them from a new perspective ultimately led to  
innovation and a strong competitive edge. Properly integrating 
a new technology requires a disciplined analysis to assess its 
effect on the existing process and the business as a whole.”

“High-speed fiber lasers have had a significant impact on 
the fabrication industry, and the introduction of one would  
create an immediate differentiation. The new technology, 
although it is not that new anymore, helps to reduce lead times, 
increase productivity and improve overall profitability for many 
service centres and fabrication companies.”

“According to research fiber laser technology requires  
1.5 times less electrical energy to produce the same  
wattage and overall it consumes about 50 per cent less in  
hourly operating costs. Because the fiber laser uses highly  
efficient laser diodes to initiate the lasing process instead of 
high voltage or radio frequency, the electrical input  
requirements and consumptions are far less when compared to 
CO2 technology. In addition, the fiber does not require the use 
of gas turbines because there are no lasing gases,  

ShOPfRONT   fOcuS

Fast-forwarding 
ready-to-assemble tubes 

of any section and 
structural steel components

Strategic machinery investments and automation helps Qinisa Steel Solutions turn around
jobs quickly and assists the manufacturing sector. 

With the new BLM LT Fibre tube laser Qinisa Steel Solutions have the 
opportunity of processing open profiles (L,C,U and frames for locks) and special 
sections (as triangle tubes and others) for little and medium dimensions of pipes

The new BLM LT Fibre tube laser that Qinisa Steel Solutions 
has acquired, supplied by First Cut
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unlike the CO2, which utilises 
lasing gases and turbines.”

“Maintenance tasks that 
would normally consume several 
hours per month, such as beam 
alignments on a CO2 laser, are 
not required in the routine  
maintenance of a fiber laser.

Costs such as mirrors,  
lasing gases, and beam delivery 
bellows disappear because fiber 
lasers don’t have these  
elements.”

“Therefore, the  
combination of faster cutting 
speeds and reduced  
maintenance time increases 
machine availability and capacity 
when compared to a similarly powered CO2 machine.”

“All compelling features and advantages for general sheet 
metal processing. Equally the introduction of a fiber laser to 
process tube and pipe attains the same advantages. However, 
the introduction of a tube laser into a business is not that  
common and we recognised that fact.” 

“Our BLM tube laser, being fiber rather than CO2 based, 
is particularly proficient at cutting reflective surfaces resulting 
in blemish-free finishes. It is very effective in processing cold 
rolled tube, pre-galvanised steels, aluminium, stainless steel, 
copper and bronze. The finishes are clean, smooth and virtually 
any profile can be cut into the end of a tube or along its length. 
Applications are in innovative jointing of steel tubes, office  

furniture manufacture,  
balustrades and other  
architectural applications are 
where this machine comes into 
its own.”

“Laser technology has  
significantly simplified and  
optimised the production 
flow. In fact, laser cutting has 
replaced many of the traditional 
operations with a single  
production stage that starts 
from the raw tube bundle and 
ends with the finished product, 
ready to be welded.”

“One interesting feature of 
the laser systems is the  
“cut-bend” function. Where ‘v’ 

notches are cut into the tube allowing it to be bent by hand into 
the final structure from a single piece of tube. This function 
involves cutting precise notches on the tube, to perform  
different angles and multiple bends, thus obtaining one final 
work piece.” 

“In addition to simplifying the welding fixtures and the  
welding process, this function facilitates improved flow in the 
workshop, as only one piece of tube has to be handled resulting 
in significant time and cost savings. We work with the drawings 
provided by our customers. However, even if the customer has 
a clear idea of the final product and wants it to be made exactly 
to his drawing’s spec, they are receptive to any enhancements 
that can be done on our software/hardware to give him an  

Qinisa Steel Solutions is headed up by Jerry Govender, the 
Managing Director, and he is assisted by Director Grant Mackenzie
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even better end-product.”
“We have the opportunity of processing open profiles 

(L,C,U and frames for locks) and special sections (as triangle 
tubes and others) for little and medium dimensions of pipes. 
The BLM fiber laser is a precise laser cutter of tube from  
diameter 10mm to 152mm, with the possibility of loading,  
processing and unloading lengths up to 6500mm.”

“The machine, which was installed by BLM in  
September 2016, comes equipped with ActiveScan, a  
measurement system that measures the deformation of tube 
(twist and bow) along the tube’s axis. Small diameter tubes are 
more likely to become deformed during the handling and  
transport. With ActiveScan such a deformation can be  
measured and the cutting programme can be automatically  
corrected.”

“Another function of the machine is Active Speed, a function 
that automatically modulates the cutting parameters to always 
obtain the best possible cutting results. For cutting complex 
shapes, where once the expertise of an experienced operator 
was necessary, now the Active Speed has simplified the  
process and hence anyone can obtain good cutting results.”

“The machine’s bundle loader and automatic unloader 
enhance speed and improve productivity. Automated  
changeover to different size tubes occurs in as little as three 
minutes.

The entire process is driven by the user-friendly Artube  
programming software package that includes direct import of 
three dimensional CAD data, part simulation, cycle time  
generation and advanced off-line nesting software, all helping 

to reduce set up time and eliminate scrap.”

Ficep Excalibur 12
“If fabricators from 30 years ago time-travelled to today’s 

shop they would be shocked. They would be just amazed at 
the speed and versatility of the structural steel processing 
machines now available. Add in the diversity of processes that  
a single latest generation machine can perform in a  
‘done-in-one’ operation, I am sure they would make a career 
change. In most operations, the equipment cuts the beam to 
length and drills. Beams now also have bar codes and  
traceability inscriptions engraved while on the same machine 
that, when scanned, sends information directly back to  
production control software. Gone are the days spent with  
blueprints, a steel rule, square, and soapstone.”  

“It is not just the machinery that has advanced dramatically 
(including fast drilling with carbide tools and fast cutting with 
carbide saw blades) though, but also the quick movement of 
material and information related to any particular job or piece 
of material. Technicians with touchscreen tablets walk the shop 
floor, monitor flow, and pull up current drawings with a few 
taps.”

“To get buildings finished on time, fabricators know they 
need to react quickly to changes, and the technology helps 
them react faster. It’s all about precision and speed. From 
weeks down to minutes. That illustrates how dramatically  
structural fabrication has changed.”

“Our CNC drilling operation makes easy work of all  
structural drilling requirements. With a capability to handle  

Various metals can be cut on the new
BLM LT Fibre tube laser

The BLM fiber laser is a precise laser cutter of tube from 
diameter 10mm to 152mm, with the possibility of loading, 

processing and unloading lengths up to 6500mm

Precision cutting of structural steels is done
on an Amada 400 semi-automatic bandsaw that is able
to handle beams up to 406mm wide and 250mm high

Qinisa Steel Solutions have also purchased a 
Ficep Excalibur 12 CNC line supplied by Retecon Machine Tools. 

With a capability to handle 13 metre beams up to 1200mm high, the 
Ficep CNC drill is also able to offer milling, slotting and scribe 

marking as per engineer requirements

Tube sections that
have been cut

on the new machine
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13 metre beams up to 1200mm high, the Ficep CNC drill is 
also able to offer milling, slotting and scribe marking as per 
engineer requirements.”

 “The high level of drilling accuracy is achieved with simple 
conversion of customer drawings in many compatible formats 
and their transferal to the machine. The quality drilling is a 
result of tungsten carbide tooling with through cooling. Fitted 
with a six cartridge automatic tool-changer, the Ficep Excalibur 
12 offers uninterruptable drilling from start to finish.”

Amada 400 semi-automatic bandsaw
“Precision cutting of structural steels is done on our Amada 

400 semi-automatic bandsaw that is able to handle beams up 
to 406mm wide and 250mm high. Known for its high degree of 
reliability and precision, this workhorse is seldom idle.”

Burny Kaliburn plasma cutter
“We have now just installed a Burny Kaliburn high definition 

plasma cutter that has a 160 amp output and 14 x 3 metre bed 
size. The plasma has the ability to pierce and cut most metals 
up to 25mm thick, while at the same time offering marking 
capabilities.”

Not just a steel merchant
“When a company goes after work in a new field, it often 

means adding or increasing production capabilities. We have 
had a clean slate from the beginning and through strategic 
machinery investments we have cut ourselves a niche area in 

the market.” 
“Qinisa Steel Solutions has 

been focusing on securing  
infrastructure development  
projects in the renewable energy 
sector as well as within  
investments in mining, government 
and state-owned enterprises in 
South Africa.”  

“We have supplied steel  
components into many  
different Solar PV projects from the 
larger utility scale (75MW) ground 
mounted systems to smaller  
1-10 MW projects (fixed tilt and 
tracker systems), to carport  
structures of varying sizes and 
configurations.”

“One project where we have 
been particularly successful is the 

Prieska solar farm project in the Northern Cape. Qinisa Steel 
Solutions delivered, amongst others, steel in the form of  
engineered rolled tubing for the fixed frame photovoltaic (PV) 
solar farm project. The rolled tubing that is post-engineered 
forms an integral part of the fixed frame PV panel support and 
anchor framework.”

“We are also a supplier to Transnet and have provided  
graded steel plate to other companies involved in the  
locomotive build in South Africa for entities such as PRASA and 
Gautrain, as well as into other construction and engineering 
projects, including mining and beneficiation.”

“We see opportunities in the automotive, bus and trailer 
manufacturing and the furniture manufacturing industries 
because of the tight tolerances, high quality finishes and 
repeatable accuracy required in these industries. We now have 
the equipment to process material for them.”

“Importantly, we are able to project manage and quality 
control all aspects of the supply chain, from procurement of  
raw materials until final delivery to site. We also deploy the  
latest software in the form of Solidworks and SigmaNest to 
offer design capabilities while optimising use of materials.”

“Within the Group we have the services of metallurgist 
Bruce Saxby to call upon. He is an expert in advising on  
different grades of metal to be used.”

The company's Managing Director Jerry Govender, is a 
shareholder as is Vunani Capital and BSI Steel Limited, both 
JSE listed companies, and the company is a Level 2 BBBEE 
QSE company, giving customers 125% procurement recognition 

Pipe being inscribed on the new machine According to research fiber laser technology requires 1.5 times less 
electrical energy to produce the same wattage, and overall it 

consumes about 50 per cent less in hourly operating costs

Other components that have been 
cut on the new BLM LT Fiber

Due to client requests Qinisa Steel Solutions have begun
to develop a fabrication department
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Tube that has been processed
and ready for delivery

More tube sections ready for delivery

through its 54 per cent black-owned business.
Govender is assisted by Director Grant Mackenzie. Both 

Govender and Mackenzie have many years of experience in the 
engineering and steel industries, most recently having been 
COO and CEO of BSI Steel Limited respectively.

BSI Steel Limited has a number of subsidiary  
companies in South Africa and in neighbouring countries such 
as Mozambique, Zambia and the Congo.

Qinisa Steel Solutions is also ISO 9001:2008 certified and 
at this stage has a staff compliment of 22.

“We like to see ourselves as a company that empowers our 

partners and clients and we help grow the economy in a  
meaningful way by creating jobs and economic opportunity. We 
do this through adding value to steel. We have built up  
relationships with local and international mills and while our 
primary focus is to add value we are still able to stock material 
for clients.”

“Our current project is building up a fabrication department 
whereby if requested we can fabricate the material that we 
have just processed,” said Govender.

For further details contact Qinisa Steel Solutions on  
TEL: 011 873 7000 or visit www.qinisasteel.co.za
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It has always been difficult to pigeonhole a metal fabricator. 
Does a shop specialise in sheet metal or plate; light  
enclosures or heavy fabrications; precision aerospace or 

work that isn’t so precise; industrial work-like vessels or piping 
skids; architectural and ornamental work; structural  
fabrication; or a combination? There’s nothing new about such 
diversity in this business.

One thing that binds together 
these diverse brands of fabrication 
is a common challenge: standing 
apart in a competitive market. Coastal 
Manufacturing, based in North Coast 
Road, Durban, KwaZulu Natal has 
done just that.

“Designing, fabricating and  
assembling equipment and other 
products for food-grade applications 
would not normally be associated 
with the manufacture of sanitary ware 
and drainage products. That is unless 
they are being fabricated in stainless 
steel,” explained Ian Overall, who 
now runs the family business that his 
father Alistair acquired in the 1980s. 

“The term ‘food grade’ and its 
many variants refers to surfaces that 
must have, ironically, a sanitary  
finish — a finish that is safe for  
processing food products and can 
easily and reliably be cleaned and 
sanitised. Regardless of the material 
used, there are myriad of government 
and local authority requirements, 
for occupational health & safety and 
quality reasons, that must be met 
every step of the way during and after 
manufacture for products used in the 
public domain.” 

“Stainless steel offers an  
attractive option and there is a good 
reason why stainless is used in most 
restaurants and in food preparation 
and manufacturing facilities across 
the country. It’s virtually  
indestructible!”

Durable and resilient to almost anything
“Not only are stainless steel counters aesthetically  

pleasing but they are resistant to water, heat, stains and just 
about anything else! Stainless steel has a non-porous surface, 
which means that no type of liquid or substance can penetrate 
into the material at all. Bacteria, mold and other common 

household germs don’t stand a chance with stainless. You are 
being given the opportunity to enjoy a completely hygienic  
surface for preparing meals as long as you practice regular 
cleaning habits.”

“Stainless steel is even more attractive if you are  
manufacturing sanitary ware products that are being used in 

many correctional, police services and 
public toilet facilities. Stainless steel 
vandal resistant sanitary ware is a 
must in these situations.”

Coastal Manufacturing might not 
be your big corporate fabrication  
company but the business that has 
been family run since it was acquired 
in 1985 has stamped itself in the  
construction, architectural and  
plumbing industries as a niche  
manufacturer of product that not many 
other fabricators are interested in. 

“You don't get thousands of orders 
every month for the type of products 
that we manufacture. This is possibly 
why not many companies or fabricators 
venture into this area of  
manufacturing.” 

“I joined Dad in the business  
once I had completed my service  
requirements, after leaving school. It 
seemed like a natural initiation into the 
working environment for me. Since the 
passing of my Dad I have taken over 
the full responsibility of the company.”

“My brother Bruce also joined the 
company on the sales and marketing 
side for a period but he left 12 years 
ago. At the time when Bruce was 
with the company we complimented 
each other very well as I looked after 
the factory and manufacturing side 
and Dad did what he enjoyed most — 
design and development.”

“It was one of Dad’s original 
product designs that helped grow the 
company and is now automatically 
specified when it is required by a local 
authority or government institution. 

The wall mounted stainless steel urinal was not developed 
overnight — it took him 10 years — but once accepted in the 
market place it led to us designing and manufacturing  
associated products and also developing and manufacturing 
products for the plumbing and, food and beverage industries, 
all of which we still manufacture today.”

Flushing out a niche — 
keeping it clean 

with stainless steel
A drinking fountain manufactured

in stainless steel

A stainless steel toilet 

A stainless steel wash hand basin in the
process of being manufactured
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“Urinals were once installed exclusively in commercial or 
institutional settings, but are also now available for use in 
private homes. As you know urinals come in many shapes and 
sizes and can be made from different materials, depending on 
the situation where they will be used and the external or  
aesthetic requirements.”

“We specialise in urinals that are used in an institutional 
setting but are not restricted to this particular type or design. 
The OVE® model stainless steel autoflush urinals are very 
popular when a new prison, correctional services facility or a 
police station is either being built or the same facilities are 
being refurbished.”

“Because of where the standard or purpose-made range 
of urinals that we manufacture are being installed they have 
to be vandal proof with low maintenance. Generally they are 
made of grade 304 stainless steel in a 1,2mm gauge.”

“However, our sanitary products are not limited to the law 
related establishments. We have supplied products that have 
been used in schools, railway stations, hospitals and  
magistrate courts. Wherever there is high usage they can be 
used, even in shopping centres or malls.” 

“From a strictly metal fabricating perspective we are not 
a business with a large manufacturing space crammed with 
modern CNC equipment. You can only attain that distinction 
if you are in a space where customers commit to larger and 
more consistent orders. We are operating in an area where 
we manufacture a number of different products but with small 
runs, so it does not warrant having the latest production  
orientated equipment on the floor.”

“The broad range of products don’t require hundreds of 

holes to be punched, we don’t require tons of sheet to be cut 
or formed and we are certainly not a "high-tech blacksmith" 
company. It is very rare to see a small business such as ours 
that has been established for over 30 years outsourcing any 
work. Owners will generally build the company over the years 
and gradually bring in the various operations that they had to 
outsource because of financial constraints when they  
began.”

At this point Overall had no problem showing off the older 
machines and more traditional fabrication processes that he 
feels still serve the company well. On the shopfloor are a press 
brake and a guillotine that the company acquired many years 
ago. Additionally there is a folding machine that his father had 
manufactured in the early years of the company’s history and 
is unique to Coastal Manufacturing.

“Most of our sheet metal work is outsourced and the 
machines that we have on the floor are only used for some 
specific needs. The product range that we sell, although now 
quite broad in numbers, is not made up of many variations in 
one product for example and we are not shipping thousands 
a month. Therefore it does not make any economical sense to 
have idle machines on the floor.”

“In fact you could in essence call us a welding, grinding, 
polishing and assembly business marketing our own products 
under the OVE® range.”

“Our OVE® range of sanitary ware and drainage systems 
are well-known in the construction industry. Complimenting 
this range, we also manufacture various other stainless steel 
plumbing and architectural products as per client  
requirements.”

Additionally Coastal Manufacturing
are the distributors of

Herbish stainless steel products

Coastal Manufacturing has its own range
of OVE® stainless steel sanitaryware

(WC pans, basins, sinks, tables, wall benches) and also 
manufactures mixing and dispensing tanks

Coastal Manufacturing 
also manufacture stainless 
steel counter worktops 
and tables for food and 
general applications

Coastal Manufacturing’s shopfloor staff Coastal Manufacturing’s management and administrative staff
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Some of the products in Coastal 
Manufacturing range include:

• OVE® stainless steel sanitaryware  
 (WC pans, basins, sinks, tables,  
 wall benches)

• OVE® stainless steel grease traps  
 and floor channels

• Stainless steel shelving
• Stainless steel doorframes
• Stainless steel counter worktops  

 and tables (food and general)
• Stainless steel wall protection  

 angles, door protection plates  
 and cladding

• Kick plates and push plates in  
 stainless steel, aluminium  
 or brass

• Stainless steel mirrors
• Hospital door and fire door linings
• Stainless steel foot rails and  

 bump rails
• Rodding eye and manhole cover  

 and frames
• Gutters and flashings
• Mixing tanks
• Dispensing tanks

“Another area that we are prominent in 
is stainless steel drainage systems. I have 
already mentioned the advantages of stainless steel. In the 
case of drainage systems stainless steel is even more  
compelling to use as the material of choice especially if you 
are in an environment such as Durban where materials are 
very susceptible to corrosion. It’s an incredible material for 
both household and commercial use.”

Additionally Coastal Manufacturing are the distributors of 
Herbish stainless steel floor drains.

“Herbish Drainage Systems has been involved in the design 
and manufacture of stainless steel floor drains, grease traps, 
strip channels, shower channels and linear floor channels for 
over 20 years. They use the metal spinning process used to 
form custom, concentric, three dimensional metal parts using 
a circular blank of metal which is spun onto a mandrel (die) 
the exact I.D. of the required part.”

“All the products we market for Herbish are manufactured 
in stainless steel and compliment our range of products.”

Coastal Manufacturing has recently moved to a new factory 
after operating from the same shop for virtually the same time 
frame as the company has been in business.

“If the move was not forced on us 
I don't think we would have moved. 
However, now that we are settled in our 
new factory we are not sorry that we did 
make the move as it gave us a chance to 
re-energise the business. The majority of 
our 12-man staff compliment have been 
with us for many years and we all needed 
a change of environment.”

“We are now more organised in the 
work flow and even though we have less 
space in the new factory, we are not falling 
over each other anymore.”

“Going forward we are going to have 
to replace our press brake and guillotine 
because they are getting ‘long in the tooth’ 
like me. More importantly we have to be 
on top of our game with the design of  
our products. We have already embraced 
this situation and you will see that  
the products we market these days  
are not just bits of material welded  
together.”

“Stainless steel is a functional,  
practical material with unique aesthetic 
appeal. Architects and engineers the  
world over are taking advantage of  
stainless steel’s unique combination of  
properties.”

“It is a versatile material that is eminently suitable  
for numerous building and constructional applications,  
including facades, roofing, windows, doors, building  
entrances, furniture and a host of attractive interior  
applications.”

“Visually attractive, with a sense of strength and  
permanence, stainless steel requires only minimal  
maintenance across its many applications. An exciting  
and contemporary material, yet with an impressive history  
spanning many decades, stainless steel blends successfully 
with its environment, reflecting surrounding colours and  
images with a dynamic and often stunning effect.

“Smooth continuous surfaces, the absence of crevices, 
allowance for self cleaning, and free drainage are recognised 
factors of good design contributing to successful applications 
that architects, engineers and consumers are looking  
for nowadays. We therefore have to keep up with these  
trends.”

For further details contact Coastal Manufacturing on  
TEL: 031 563 6101 or visit www.coastalmanufacturing.co.za

A wash hand basin ready for installation

A stainless steel floor channel. Coastal Manufacturing
also manufacture stainless steel grease traps

A grease trap that has been assembled and ready for delivery

Coastal Manufacturing also
manufacture door frames
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Think about the various reasons 
why a machine tool might be out 
of service. Envisioned instances 

might range from the bearable —  
setting up a new job or performing 
routine maintenance — to the  
drastic — a machine crash.

Though a crash is certainly  
damaging in terms of repair costs and 
production loss, most owners/shop 
managers know how to react to and 
recover from one. It's less likely that 
they'd know what to do if a lightning 
strike set their facility ablaze, or if the 
nearby creek overflowed its banks and 
flooded their building, destroying a 
number of high-cost machines.

Recent heavy rains in the 
Johannesburg area have caused 
chaos on our roads and left some 
businesses with costly mopping up 
and repair bills. One service centre 
that I know of recently got a double 
dose of mud engulfing its factory 
floor — both instances occurred after 
heavy rains and were only a couple 
of weeks apart. The key to a quick 
recovery from a disaster situation 
is knowing the answers to the questions before a tragedy 
occurs. Questions such as: How will we prove to our insurance 
adjuster what our equipment was worth? How do we replace a 
machine that's no longer being produced? What exactly does 
our insurance cover?

Many businesses have not devoted sufficient forethought 
to such harsh scenarios. One such business was Craddard 
Engineering, based in Westmead, Kwa Zulu Natal. Fortunately 
for owner Craig Goddard he has been able to get his business 
up and running again in a relatively short time frame and is 
now thriving.

Goddard started off his career in the mechanical  
engineering field in 1987 when he was employed by a  
company that supplied components to the automotive OEMs. 
While working for the company he studied mechanical  
engineering at Technicon Natal for four years and achieved a 
higher national certificate in mechanical engineering. When 
Goddard left the company in 1991 he had a position as a  
process engineer and was responsible for implementing  
processes to manufacture the various automotive components 

that the company manufactured.
From 1991 until 1997 Goddard worked for a commercial 

refrigeration company, also based in the Westmead area.
“My responsibilities at this company were to develop new 

and more efficient refrigeration products, put the production 
equipment in place and ensure all equipment was adequately 
maintained. This included both shaping and forming  
equipment.”

“I then moved onto a general engineering company where 
we designed and manufactured high temperature butterfly 
and ball valves that were used in extreme conditions. My 
responsibilities at this company were to design and  
manufacture all the components for the valves that the  
company was manufacturing for the chemical and related 
industries.” 

“I spent four years with that company before joining 
another engineering company where we repaired industrial 
gearboxes, built special purpose machines and machined 
components for various industries. My responsibilities were to 
fault find with regards to the repairs of the gearboxes as well 
as run the CNC and the manual machinery section.”

“After a four year period with that company I decided that 
at the age of XX years it was time to start my own company. 
It was in 2008 that I established Cradard Engineering as a 
general machining business. However, with the experience I 
had gained at the companies I previously worked for and the 
contacts I had made over the years there were a number of 
options open to me so that we would not just become a  
run of the mill machining shop. Besides wanting to own and  
manage my own business I also had ideas of developing my 
own products.” 

“Many people dream of starting a machining business. 
Once you understand the risks and take steps to minimise 
them through careful planning, your odds of success are far 
greater, and the chance for personal satisfaction is much 

Rising from the embers

Components manufactured by Cradard Engineering

Cradard Engineering developed and patented a secure safety valve
adjustable lock out system that is used in the chemical industry
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more achievable.”
“Believe me, there are many risks associated with  

starting any new business. We have all heard the statistics 
that a high percentage of new businesses fail within the first 
year of operation. However, it is the unseen and unplanned 
risks that come once you get past that first year, often 
because of situations beyond your control, that really test your 
courage and mettle.”

“Despite the inherent risks associated with starting a 
machine shop, many people have been successful in fulfilling 
their dreams. In almost every case, successful start-ups are 
born from a good plan.”

“The first machines I purchased were all second hand or 
refurbished machines. They included a Leadwell CNC  
machining center, a Mori Seiki SL4 lathe, a one metre 
between centres conventional lathe and a drill press.” 

“At the time, I was a one-man business with a will to  
succeed. Fortunately I had organised with my previous  
employer that I would be supplier to them by providing an 
alternative machining option.”

“For the first two years of the company’s existence I 
remained a one-man business. 2010 was a momentous 
year in the company’s short existance. Firstly, I decided to 
purchase my first new CNC machine and I also decided to 
employee and train two apprentices as fitter and turners. 
Those two youngsters are still with me and they have just  
completed their qualifications.”

“However, despite a setback in 2014, we have 
grown to a position whereby there are now 12 staff 
employed in the company.”

First new CNC
“My first new CNC machine was a Quick-Tech 

machining center that we acquired from Walker 
Machine Tools.”

“The machine was setup in the first factory 
that I rented which is in the same fatory complex 
that we are in today. The Quick-Tech was  
purchased because we had steadily being building 
up our client base and various components that 
we machined and needed extra capacity.”

“Besides general engineering machining we were making 
a name for ourselves in the field of rebuilt and redesigned  
components for production machinery for various industries. 
This would entail modifying them in some cases and my 
design experience certainly helped. The programme we use 
for both mavhining and designing is Edgecam.”

“Additionally we are very adept at machining components 
to replace broken or wear parts for industry so customers do 
not have to import them from OEMs. Being able to share  
manufacturing know-how rather than merely selling machine 
time makes life as a job shop owner more rewarding. 
Interacting with engineers and responding effectively  

Components manufactured
by Cradard Engineering

The company is adept at machining components
to replace broken or wear parts for industry so customers do not 

have to import them from OEMs

MJH Machine Tools supplied Cradard Engineering
with an Akira Seiki SR3 CNC machining center

MJH Machine Tools also supplied a BML series
YDPM 600 CNC lathe
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is a more satisfying 
use of skill and  
experience than it 
was in the  
"shut-up-and-make-
the-part" days.  
The key is having the 
machining and the 
software resources 
to turn ideas into 
parts. That makes 
all the difference in 

the value a shop can add, especially when creativity counts as 
much as productivity.”

Disaster in 2014
“The company was growing at a steady rate. Then I  

was hit by one of those unseen and out of my control  
disasters. An electrical fault in the office turned the factory 
into a blazing inferno. You can’t imagine the feeling that  
overcomes you as you see your business and life savings 
being destroyed by fire.”  

“All I can say is that every company must have a plan 
because it's never too late to start planning for the worst. 
Proactive shops see the value in developing their own disaster 
recovery plans. Safety and survival starts with good planning. 
That means every company should develop its own emergency 
action plan. Know what you have in terms of equipment,  
tooling and materials at all times otherwise it is only  
the insurance companies that are going to win. I wish  
I had.”

“We only managed to save a couple of smaller  
conventional machines. All four of our CNC machines went to 
the scrap yard.”

“Fortunately MJH Machine Tools and Walker Machine 
Tools came to our rescue as they could readily supply new 
machines. Even so it took six months to get up and running 
again and during this period we scrambled to serve  
customers.”

“MJH Machine Tools supplied us with an Akira Seiki SR3 
CNC machining center and a BML series YDPM 600 CNC 
lathe. Walker Machine Tools replaced like with like and  

supplied us a Quick-Tech 1070 
CNC vertical machining center.”

Development of  
own product

“With my experience of 
working in the valve industry  
I have also developed and  
patented my secure safety  
valve adjustable lock out  
system that is used in the 
chemical industry. The lock out  
prevents the valve from being 
activated remotely and  
is adjustable to allow for  
variation in valve closing  
positions. In short it should be 
impossible for any accident to 
occur.”

“We aim to develop this 
range of products in the future.”

For further details contact 
Craig Goddard of  
Cradard Engineering on  
TEL: 083 458 6506

Cradard Engineering refurbish
rail wagon wheels when required

Craig Goddard, the owner
of Cradard Engineering

“Despite the inherent risks associated with
starting a machine shop, many people have

been successful in fulfilling their dreams.
In almost every case, successful start-ups are

born from a good plan.”

Cradard Engineering’s first ever new CNC machine purchased was  
a Quick-Tech machining center that the company acquired  

from Walker Machine Tools 
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Throughout the world of contentious machining, the issue 
of  ‘with coolant supply’ (wet) or without coolant supply’ 
(dry) is a common subject of discussion. To further  

complicate the decision, new-to-dry or minimum quantity  
lubrication (MQL) cutting techniques may represent a  
successful compromise, and therefore provide an efficient and 
effective answer to the troublesome question. 

As in many areas of machining, making such choices is not 
easy, and therefore, this familiar question requires careful and 
informed consideration. 

Wet coolant
Wet coolant, cooling mixture, cutting lubricant, cutting fluid, 

and coolant are all commonplace shop-floor terms that are 
familiar to all involved in machining. Each expression refers to 
a fluid, which is used in multiple processes for both cooling and 
lubrication purposes.

All cutting activities generate unwelcome friction between 
the surfaces of the tool being used and the workpiece it is in 
contact with. The presence of coolant ensures that the friction 
between the two surfaces is reduced and by doing so makes 
the removal of a metal layer by the tool, a great deal easier 
(lubrication).

During the machining process, the temperature in a cutting 
zone becomes extremely high. The application of coolant lowers 
the cutting zone temperature and reduces the thermal load on 
the tool (cooling). In addition, the use of coolant contributes to 
improved chip evacuation and also reduces the concentration 
of metal dust in the area of a manufacturing unit. Therefore, 
the coolant supply is directly connected with several important 
tasks:

• advancing process performance  
 (machining accuracy and surface finish)

• increasing economic numbers (boosting productivity,  
 enhancing tool life and reducing tool consumption)

• improving environment control

When performing an interrupted cutting, milling process, 
the cutting edge of the tool comes under a cyclic thermal load; 
also the ambient temperature is dramatically changed when 
the edge enters into, and then leaves the workpiece. The tools 
cutting edge is exposed to severe heat stress comparable to 
repeatable thermal shock. Cemented carbide, today’s main tool 
material, is a sintered product of powder metallurgy and is  
sensitive to thermal shock load which destroys cutting edges. 
When using this type of tool, the application of a coolant supply 
may increase such “shock treatment” and unintentionally  
contribute to the failure of the tools edge. Extreme  
temperatures result in plastic deformation of the cutting edge, 
whilst the presence of temperature differences leads to  
thermal cracks. This situation becomes even more  
exaggerated in high-heat generation milling situations, such as 
when machining difficult-to-cut materials or when making rough 
passes with significant machining allowance. As explained, 
although wet cooling delivers undoubted benefits, it also has 
the capacity to produce several major disadvantages within the 
milling process.

In many cases the use of an efficient coolant supply is not 
only reasonable but it is absolutely necessary; without  
coolant, in many cases productive milling would be impossible. 
For example, when machining materials such as titanium and 
high-temperature super alloys, austenitic and duplex  
(austenitic-ferritic) stainless steels or even special-purpose 
alloyed hard cast iron, when friction and heat generation are 
considerable. Also, the flushing effect of a coolant supply  
significantly improves chip evacuation and reduces re-cutting, 
particularly when milling deep pockets or narrow slots.

Compared with traditional low-pressure coolant, normally 
delivered at around 20 bars, the relatively recent introduction 
of high-pressure cooling (HPC), in which the wet coolant is  
provided under approximately 80 bars pressure (normal) and 
even more (Ultra HPC), has been a welcome development.

Intensive heat generation, when using traditional wet  
cooling, produces a vapour film in the cutting zone that  
intensifies heat transfer. A HPC jet, directed exactly to the  
cutting zone, effectively penetrates this film and overcomes 
the unwelcome obstacle. It also improves the cutting action by 
changing the shear-plane angle and creating thin manageable 
chips. Taking advantage of HPC techniques is only possible only 
when using appropriate machine tools or by modernising  
existing machines.  

Dry machining and other options
Ignoring cases where the use of cutting fluid is essential, 

machine operators must appreciate that, if the use of wet  
cooling brings disadvantages, the eliminating of coolant will 
result in noticeable progress.

In these cases, dry machining offers promising  
opportunities. As previously explained, rough milling with  
significant stock removal results in extremely high-heat  
generation. In this case, a coolant supply may be destructive 
due to critical thermal stress. In contrast, when dry, rough  
milling, the temperature of the insert’s cutting edge will remain 
high. Though, if the machining data is set correctly, the tool 
temperature will remain at an acceptable level. For example, 
the tool temperature will vary within a relatively narrow range 

bETTER   PROducTION

Dry or wet machining?
When milling, a major question is “Which is better: dry or wet machining?” 

Wet cooling is not recommended for rough milling steel
with the use of a T490 extended flute cutter
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that will not lead to thermal shock. 
As for light cuts of high speed milling (HSM), especially for 

workpieces with hardness values of HRC 45 and above, cooling 
by air is strongly recommended. In the above examples, the 
absence of wet coolant also considerably increased tool life.

Other important factors to consider are cooling economy 
and work safety. If cutting tool investment in batch production 
is estimated at 3% of a part cost, the share connected with wet 
coolant (purchasing, maintaining, filtration, etc.) according to a 
variety of sources can reach 16 to 17%. 

Also, prolonged exposure to wet coolant by operating 
personnel may cause health problems and industrial illnesses. 
Many national and international standards and published 
advice, which relate to safety and environmental control, make 
increasingly tougher demands related to cutting fluids. 

Where there is no cutting fluid, there is no need for a 
coolant pump, a coolant recycling system and other expensive 
machine tool accessories further reducing total costs. The 
above points ensure that informed manufacturers are 
constantly looking for alternatives to traditional cutting with 
coolant supply.

Another available option is milling with minimum quantity 
lubrication (MQL), sometimes called “near-to-dry”. When using 
this technique, the tool’s cutting edge works inside a mist 
formed from oil and compressed air that is sprayed directly into 
the cutting zone. Depending on the design of a machine tool 
and milling cutter, the mist can be delivered externally or 
internally (via the cutter). The main function of MQL is to 
lubricate the edge during the cutting action. Because of this, 
the machining process consumes only the necessary quantity 
of oil, and therefore the lubrication is more effective. In 
addition, the resulting machined workpiece and chips are 
almost dry (“near-to-dry”), making their cleaning much easier 
and quicker. MQL increases tool life. Moreover, the working 
area of the machine tool also remains relatively dry, enabling 
various parts of the machine tool to work under better 
conditions and improving their effective life.

Another coolant option is cryogenic machining. Using a 
coolant at extremely low, cryogenic temperatures drastically 
reduces the possibility of overheating and allows better 
performance and extended tool life. Combining this principle 
with MQL results in a more effective “minimum quantity” 
cryogenic machining method, as low-temperature coolant 
(such as liquid nitrogen) is supplied directly to the cutting zone 
via the tool. Alternatively, some processes propose applying 
carbon dioxide (CO2) that is delivered under pressure to the 
cutting zone. In each of these methods, the particles of 
cryogenic coolant vapourise from the tool edge, and in doing 
so, remove heat.  However, it is obvious that despite the clear 
benefits, cryogenic cooling is not a cheap method and it also 
requires the use of specially designed machine tools.

The tool
So — dry or wet? As we can see, the correct answer today 

continues to be dry and wet — it depends on the specific 
application (a workpiece material, operation, etc.) and available 
machining tools. Nevertheless, the manufacturers of cutting 
tools take into account customer requirements and provide 
them with tools that will ensure productive machining with the 
use of different cooling methods.

The vast majority of modern indexable mills have internal 
channels enabling the supply of coolant directly via the tool 
body. This allows more effective delivery of the coolant directly 
to the cutting zone. For face mills of previous generations, 

without coolant channels, Iscar proposes a clamping screw with 
an adjustable nozzle — in many cases it not only improves  
coolant supply but also contributes to better chip evacuation.

When exploring milling cutters intended for HPC and  
cryogenic machining, the body of the cutter should be designed 
accordingly. The shape of the internal channels, their size and 
sealing elements (if necessary) should ensure the maximal free 
flow of coolant without any disturbance. The most important 
elements are the nozzles that are mounted in the outlets of the 
channels, as they optimise the effect of the high-velocity  
coolant jet and direct it exactly to the necessary area.

Last but not least — we must consider the indexable  
carbide insert itself

Although the insert’s edge performs the cutting, how does 
it relate to the coolant method? The key to understanding this 
relationship is the insert’s carbide grade and more specifically 
— its coating, which provides a barrier for heat penetration.  
The coating must be resistant to the thermal shock that  
causes the destructive effect. Understandably, there is no  
‘universal’ coating, which is equally suitable for productive 
milling with coolant and without it. Some coatings are more 
effective for wet machining, whilst others provide dry machining 
advantages. Although indexable carbide inserts are available 
with coatings to suit all applications, the field of insert  
coating layers is so complex it is worth an entirely separate  
discussion.     

Multi-Master ball-nose milling head, intended for 
machining hard-to-cut materials with inner channels for coolant 

supply in the appropriate area

Author: Andrei Petrilin, Technical Manager of Indexable Tooling, Metals Inc.
Article supplied by Iscar

A T490 extended flute 
cutter intended for HPC. 
The cutter design 
enables mounting nozzles 
in the outlets of the holes 
for coolant supply

A nozzle mounted 
in a hole for coolant supply 

near a face-cutting insert 
of the T490 extended 

flute cutter 
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INTERNATIONAL   NEWS

The concept that fiber laser cutting machines are only 
good for cutting thin sheet metal was completely blown 
away at EuroBLECH 2016 that was held in Hannover, 

Germany in October 2016. On display were 9kW, 10kW and 
even 12kW fiber laser machines that are cutting thicker sheets 
at faster speeds than previous generations, and they are  
delivering edge quality that meets most customer  
specifications. Fiber lasers continue to gain momentum over 
CO2 laser-based cutting systems for metal processing because 
of the advantages they provide that include higher-cutting 
speeds, improved cutting quality, increased energy efficiency 
and lower maintenance requirements. You have heard that one 
from the salesman before.

The need for CO2 machines to perform 
cutting operations on the thicker end of the 
scale is being pushed out even more and 
encroaching on plasma cutting territory. 

Trumpf’s 8kW resonator, for example, 
has been cutting 50mm stainless steel 
since the last EuroBLECH exhibition held 
in 2014 and continues to show improved 
capabilities in this department. This way 
exceeds the capabilities of Bystronic’s new 
10kW fiber laser, a machine that shows 
its greatest benefits for users to process 
material from 0.8mm to 12mm thickness 
but is capable of cutting sheet thicknesses 
up to 30mm, and Amada exhibited its  
9kW power source on its LCG 3015 AJ fiber 
laser cutting machine. 

Then along comes Polish company 

Eagle. They debuted a 12kW fiber laser cutting machine. The 
company claims that the 12kW system can process materials 
from 1mm up to 60mm and it is all to do with the cutting head 
— the eVa cutting head. The head features two fixed lenses to 
eliminate moving parts through the laser beam, but the focus 
diameter and angle of the beam to the material are  
changeable. The cover glass is far away from the cutting  
process, so it is much less susceptible to contamination  
generated during cutting. However, it must be pointed out that 
US company Whitney, a MegaFab Group company, had already 
launched a 12kW fiber laser in 2014 but did not exhibit at 
EuroBLECH 2016.

Emphasis on speed, integrated automation 
with digital interconnectivity

and fiber innovation revealed at 
EuroBLECH 2016

At EuroBLECH 2016 the world’s sheet and plate machine manufacturers and
software developers exhibited new products and innovations aimed at reducing the time between 

component development and final delivery. Fiber laser machines, with more power and
capabilities to cut thicker material, lead the way. 
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All the other international machine builders that are  
well-known in South Africa were also exhibiting. These included 
Durmazlar, Salvagnini, MicroStep, Prima Power, BLM Group, 
Voortman, Kaltenbach, Messer, SafanDarley, Ermaksan, 
Faccin, Ficep, Mitsubishi, Flow, Gasparini, Kasto, Red Bud and 
Schuler, all offering products and systems that will enhance 
productivity and quality.

Visitors could view machines and accessories, including 
automation and robotic systems, across the entire production 
spectrum. The number of laser-based systems on display were 
too numerous to count but what was notable was the increase 
in companies now offering fiber laser cutting systems, and the 
increase in the number of builders from Turkey.  

But the overall theme of the exhibition was on speed 
— speed of the machines whether it be the lasers or press 
brakes, speed to cut days off the part-concept-to-delivery  
window through better design software, speed through  
integrated automation with digital interconnectivity, speed 
through integrating processes such as separation and  
joining on one machine and speed through the integration of 
the different processing machines in a ‘Smart Factory’  
concept, all in an effort to automate the production process 
due to the increasing demands for productivity.

Everyone was also talking about the “Internet of Things” 
and “Industry 4.0” that has an emphasis on machine and 
information connectivity for all aspects of a shop and even the 
supply chain, so as to increase monitoring and control of  
production. There is ‘virtually’ nowhere to hide these days as 
you will be monitored by some  
camera or sensor.

For example, Schuler introduced 
its Machine Monitoring System 
(MMS) at the exhibition. The  
company said that the MMS  
provides new insights into presses. 
“With the aid of comprehensive 
system monitoring, availability can 
be increased, production and parts 
quality can be improved, and energy 
consumption can be lowered,” the 
company stated in a press release. 
The MMS is part of the Smart Press 
Shop, a collection of Schuler  
products for networking in the field 
of forming technology.

Laser processing of ultra-high strength steels
On the development side the Aachen, German-based 

research group Fraunhofer ILT conducts R&D into laser  
processing of ultra-high strength steels. Fraunhofer ILT  
exhibited how its laser-assisted metal processing techniques 
are significantly reducing component and end-product weight 
in automobile construction. 

The automobile industry uses  
press-hardened and ultra-high strength 
steels with a tensile strength of up to 
2,000 MPa in car body construction to 
reduce weight. Together with project  
partners from science and industry, and 
scientists from the Fraunhofer Institute 
for Laser Technology ILT has advanced 
the development of separation and  
joining as well as heat treatment  
technologies.

The ILT says that while laser-cutting 
and spot welding have already proven 
themselves as a separation and  
joining process, respectively, both  
methods lead to metallurgical effects 
that can adversely affect component 
properties. During cutting, hardening 
occurs in the edge zone of the cut edge 
and with spot welding, a heat-affected 
zone forms with a distinct hardening 
reduction around the weld.

But it adds that by means of local laser heat treatment  
in the zones of interest, such weakening can be counteracted: 
“The hardness and ductility of the material can thus be  
adjusted locally to tensile elongations of 10 to 15%,”  
it stated.

Laser combi-head for cutting, joining
and additive manufacturing

Fraunhofer ILT conducts R&D
into laser processing of ultra-high 

strength steels
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South African visitor participation was again encouraging with a number of first time visitors. I personally made contact 
with close to 100 and I am sure there were many others that I did not know were there. What was even more encouraging 
were the firm orders placed by South African companies for the latest technology while at the exhibition. 

South African visitor participation

Hans-Peter Neth of
Retecon in front of the

second generation
Trumpf TruLaser Cell 8030

hot-forming machine.
At EuroBLECH the company 

demonstrated the new functions 
that can increase the

productivity of the machine
by up to 20 per cent.

The focus is also on so-called 
x-blast technology that
greatly reduces machine
downtimes and collisions 

between cutting nozzle and 
workpiece. The main field

of application for the
re-engineered

TruLaser Cell 8030
continues to be the laser cutting 
of hot-formed 3D components, 

a technology that is
primarily used in the
automotive industry

Manus Potgieter of PIM with Bryce Adams
of McWade Engineered Products

Mathys Besselaar of Retecon with Dawie
and Jasmine Prins of Tubeform Trailers

Paul Dreyer from Lasercraft, Maurice Mawson of Messer Eutectic 
South Africa and Byron Fergusson of Special Steels

Francesco Tallarico of Talmac
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Hans-Peter Neth — Executive Chairman Retecon (Pty) Ltd
“Retecon’s principals once again proved a major attraction 
during the recent EuroBLECH 2016 Exhibition in Hannover, 
Germany.”

“Trumpf stood out amongst its competitors and  
demonstrated their leadership in the processing of sheet metal 
on their various machines. World premiers on new machines 
and supporting software were shown under the heading of 
“Increased productivity” and “Get connected” as part of the 
4.0 industrial revolution. In order to be more productive than 
with previous machines, Trumpf exhibited and demonstrated 
machines that were setup for production and part removal 
being processed simultaneously to increase production  
capabilities and efficiencies.”

“Trumpf’s 8kW resonator is still the leader in the world 
when it comes to cutting of thick materials. That was already 
shown two years ago when it was demonstrated that the 
machine can easily cut 50mm stainless steel, an achievement 

that no one else, even with greater laser power, has achieved. 
As resonator power is only partially important, it is the  
productivity of the complete system that is more important 
when one considers costs per part in the manufacturing industry.”

“The TruLaser Centre 7030 was a typical example of how 
productivity can be increased with modern designs.”

“A further world premier was Trumpf’s new punching 
machine, TruPunch 1000, which has been developed with a 
new unique concept where you can start with a stand-alone 
punching machine initially and later on add a laser resonator to 
the machine in order for the machine to work as a combination 
laser/punching machine, further increasing the flexibility, as 
well as productivity of your operation.”

“Additional world premieres exhibited by Trumpf were the 
TruLaser 3030 fiber that has a six kilowatt TruDisk resonator 
and Bright Line, Detect Line and Cool Line capabilities, all of 
which improve the cut quality in various materials. The TruBend 
Centre 7030, as well as TruBend Series 8000 demonstrated 
Trumpf’s advanced technology in precision component bending. 
The bend quality is of such high accuracy that it allows  
immediate laser welding processes to take place thereafter. 
The TruPrint 1000 exhibited demonstrated additive  
manufacturing in 3D printing for metal components. This  
technology will further advance in the coming years and take 
3D printing in metal to different levels for industry.”

“Ficep of Italy exhibited their latest development in large 
plate processing that included a combination of 3D plasma 
bevel head with drilling and milling facilities, operations that are 
combined in one set-up.”

“Koike demonstrated various plasma and oxyfuel systems 
together with their new D420 control and their smart bevel 
torch.”

“N.KO demonstrated their plate bevelling machines that 
have further developments and improvements that include 
increased speeds with insert cutter technologies.”

Tony and Clinton Windt, both of TWR Steel
with Andrew Poole of First Cut in the centre

Julian Heynes of Macadams with
Hennie van der Westhuizen of Multipunch

Darren Lopez and Jurgen Lecki,
both of Retecon

Willie and Ciska Jones of Jones Masjiene

Father and son Hennie and Henk van Niekerk,
both of Ultra Lock with their wives Alta and Wilna
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Andrew Poole — MD First Cut
“The speed with which fiber laser technology is evolving is 

quite remarkable. The advancements that manufacturers have 
made from the last EuroBLECH in 2014 is incredible and certainly 
Bystronic presented themselves as a leader in this field.”

“Bystronic exhibited their new innovative 10kW fiber 
machine and the cutting speeds on display were phenomenal. 
This new machine is based on the old ByStar which, as you 
know, is the workhorse of the range. The 10kW fiber comes 
with a new cutting head developed by Bystronic. The power 
source is IPG although Bystronic showcased their own 6kW 
fiber source as well. The bridge is the old ByStar model and is 
25% lighter with increased rigidity.” 

“There was huge interest in the machine all week and 
Bystronic reported excellent orders. Two orders were received 
for the South African market with a number of other hot  
prospects interested. We will be demonstrating the 10kW 
machine at the Machine Tools Africa 2017 exhibition that takes 
place in May 2017 and the machine is a must see.”

“Bystronic also exhibited its bending cell capabilities with 
a mobile robot that was integrated with an Xpert 40 bending 
machine as well as with an Expert 150, complete with tool 
changer. At the show, the robot was attached to the company’s 
small Xpert 40 press brake. This robot can be brought into 
service to handle repetitive bending jobs and when such jobs are 
not in production, it can be pulled away from the press brake. This 
is clearly where the future in press brake bending is going.”

        “Automation was also a feature on the Bystronic stand. 
For the first time the company exhibited a fully automated  
cutting and bending system that included a ByTower for sheet 
metal handling, a ByTrans Extended that takes over loading and 
unloading your laser cutting system and an auto sorting and 
finishing system for robotic bending”.

“Bystronic has recently agreed an innovation partnership 
with Lantek, one of the leaders in software solutions and the 

development and deployment of software systems for the  
optimised production of sheet metal, tube and profile parts. 
The aim is for the companies to collaborate to develop an 
MES system that will be seamlessly integrated with Bystronic‘s 
machine systems and software, resulting in a solution which 
will excel in cooperating with Bystronic’s systems, raising them 
to the next level of productivity and efficiency. The collaboration 
between these two industry leaders will help in the realisation 
of the digital factory for both Lantek and Bystronic customers. 
From now on the BySoft 7 software will be powered by Lantek 
and I expect there will be some amazing new developments to 
BySoft in the next 12 to 18 months.”

“In addition, impressive automation solutions from a  
number of other manufacturers were on display. Although we 
tend to lag behind Europe in certain respects, I feel that not-
withstanding the prohibitive effects of the rand/euro exchange 
rate, automation most certainly has its place in our market.”

Glynton Reed and Clive Hodgeson, both of Bell Equipment,
Chesney Lloyd of Just Refrigeration, Hans-Peter Neth of Retecon 
with Niraj Adehee and Henk De Villiers, both of Bell Equipment

Rob and Keith Barclay, both of Ideal Trading
with Sebastian Dormbach of Neuenkamp

Rudi Leimlehner of Mechanical Technologies, Eike Woermann of 
Eico Manufacturing and Stig Rasmussen of Davox

Altan Arda of Durmazlar with Byron Gueffroy
of Durma South Africa

Christoph Maryniok of Sigmanest, Quintin Burger of Mecad Systems 
with Luis Fernandes and Hershel Ismail, both of Schuurman Lasercut
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Byron Gueffroy — MD Durma South Africa
“I noticed a massive increase in fiber laser manufacturers 

and it now seems that the laser kW rating is getting a lot higher 
than what was previously available. It’s definitely a case of  
bigger, better and faster.”

 “Overall I can’t say I noticed any really fantastic new  
innovations and found improvements on existing technology 
most prevalent.”

 “However, I noticed an increase in exhibitors who  
manufacture finishing machinery such as grinding and  

polishing. They have always being present but this year I 
noticed a marked increase.”

 “I found it very interesting to see how strong and diverse 
the Turkish machinery manufacturing has become. The  
quality and technology available is easily compared with the 
best and more well-known manufacturers in the world. I found 
a lot of new Turkish manufacturers looking for their share of the 
market. It is however still clear though that the older well  
established Turkish companies are the preferred and safer 
choice.”

Riaan Kirsten, Dean Raymond, Ryan Lipa, and Jens Hartig,
all of Amada (UK) Johannesburg Branch

Peter and Garth Beulich, both of P. Beulich

Darren Lopez and Jurgen Lecki,
both of Retecon

Jandre TerreBlanche of Sigmatek with his father Ben

Rick Ferreira — General Manager,  
Amada (UK) JHB Branch

“After the economic and political rollercoaster ride from 
December 2015 creating a prudent business climate along 
came the October 2016 addition of the EuroBLECH exhibition. 
From a South African business point of view I was expecting 
somewhat of a decrease in South African visitors to the  
exhibition and was pleasantly surprised by the number  
who visited our stand, beating my expectations.”  

“As is the norm for an exhibition of this magnitude all  
manufacturers present go all-out to release their latest range of 
products showcasing innovation and enterprise, with this year 
being no different. All manufacturers have targeted the  
lucrative fiber laser, bending, welding and automation market 
where global demand just seems to keep growing with  
machinery evolving in all spheres.” 

“This included fiber laser on higher power outputs  
enabling faster processing of thicker plate with higher  
surface finish quality, bending geared towards small batch, 
quick changeover and high quality 3D finishing, automation 
ensuring constant output with minimal human intervention  
as well as a number of hybrid auto/human systems  
using the strengths of both inputs to improve output  
efficiencies. Welding technologies continue to advance  

rapidly with setup times reduced and ease of use  
increasing.”

“This all leads you to think that the top of the pinnacle  
has been reached in terms of technology now available,  
however, wait until the EuroBLECH 2018 edition and so the 
cycle will repeat itself, this is what makes EuroBLECH  
special.”

Mike Vos of RSI, Steve van Wyk of First Cut
and Dale Hughes of Afrilaser
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Dale Hughes — Director, Afrilaser
“Afrilaser was invited to attend EuroBLECH, along with other 

metal fabricating businesses from across South Africa. This was 
my first show and it exceeded my expectations. The venue was 
vast with exhibitors from all over the world showing the most 
advanced metal fabrication technology — in action! I saw more 
machine tool builders than I knew existed.”

 “The most striking thing about the show, apart from  
returning energised and inspired by the advances in our  
industry, was the genuine celebrating of relationships with  
existing and potential customers by exhibitors. It was also  
fantastic to meet and network with other South Africans in the 
industry from all across the country. EuroBLECH was well worth 
the visit and I will certainly be at the next one!”

Eugene Fernandez of First Cut with
Javier Hernandez of Bystronic

Werner Terblanche and Gerhard Van Der Walt, both of Afrit Alistair Simpson of R.A.W. Projects with Andrew Gohl of Vulcan Projects

Marius Bezuidenhout of Allied Steelrode
with his wife Tracy

Marius Bezuidenhout — General Manager Stretcher 
Leveller, Allied Steelrode (Pty) Ltd

“What an excellent opportunity to have been part of 
EuroBLECH 2016. Having previously visited EuroBLECH in 
2012, the 2016 EuroBLECH was approached with high  
expectation and optimism to evaluate new exhibitors and  
technological advances during this four year period.”

“The prospect of gaining  
information on new equipment, 
technology and information  
services as well as establishing 
mutual beneficial relationships 
with international equipment  
manufacturers and their South 
African distributors creates  
positive possibilities for all  
companies.”

“To witness the number of 
market leaders in sheet metal  
fabrication equipment, new  
product innovation and global 
competition all at one venue in 
Hannover was certainly an eye 
opener for most South African  

visitors.”
“South African representation at EuroBLECH 2016 re- 

confirms the commitment from the South African manufacturing 
industry to invest in the latest innovation on capital equipment, 
even during the current challenging economic climate.”

 “EuroBLECH is the window to view equipment, innovation 
and create partnerships for and with South African companies.”

Justin and Melanie Cloete of Allied Steelrode, Paul Dreyer of 
Lasercraft and Arun Chadha of Allied Steelrode

Shaun Wethager
of Truck Shoppe

“EuroBLECH was well worth the visit and I will certainly be at the next one!”
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Arun Chadha — CEO, Allied Steelrode (Pty) Ltd
“It was my first visit to the EuroBLECH and I was amazed 

with the detail that had gone into such an event. The planning 
of the exhibitors in various halls was well thought of. It was 
amazing to see so many exhibitors from countries you never 
thought build steel working machines.”

“As Allied Steelrode our main focus was to see what new 
technology was available in the machine world. Having had  
discussions with various manufacturers we came to the  

conclusion that our Red Bud line is probably the best steel  
cutting machine.”

“Bystronic put up a great show with their display of 
machines and fantastic conference facilities. The coffee  
station was open to all and pulled in lots of people. Well done 
to Bystronic.”

“Hannover was alive with about 50,000 visitors and it was 
fun to spend time with fellow South Africans. Thanks to Andrew 
Poole and Bruce Crawford for arranging the dinners.” 

Justin Cloete — Chief Operating Officer, 
Allied Steelrode (Pty) Ltd

“EuroBLECH 2016 was most certainly an eye opener.  
We were exposed to up-to-date innovative processing  
technology, equipment and solutions from across the world.”

“It was clear that OEM’s have heard the call from the sheet 
metal professionals to offer a complete machine-to-machine 
automated intelligent process chain, thus substantially  
increasing productivity and eliminating the conventional  
bottleneck.”

 “The amount of companies offering cold-formed section 

and the array of shape and forms was astonishing.”
 “What I also found interesting, which I was not aware of, is 

that there are OEM’s from all corners of the world and not only 
the traditional countries.”

 “To cover the 85 000 square meters, try view the more 
than 1 600 exhibitors, across 15 technology sectors was a task 
and a half. We walked from 9am when it opened to 4pm each 
day and I’m sure we never managed to see everything.”

 “This is an excellent platform for companies wanting to 
enter various markets as well as experienced companies in the 
industry to further advance through innovation.”

Mike Cronin of Elquip, Wolfie Neumann
and Quentin Van Hout, both of Inprofile 2000  

Cameron Abbott of Commercial Auto Components
and Johan van der Sandt of Barrows Global

Johan van der Sandt — Production Operations Manager, 
Barrows Global

“As a first time visitor to the biggest sheet metal working 
show in the world I was overwhelmed and impressed to say the 
least.”

“All the displays by the more than 1 500 exhibitors,  
spread over 8 halls took us four days to work through and  
revisit some stalls. For Barrows, being a leader in the jobbing 
shop environment, there were a lot of processes and products 
that relate to our environment that can add value to what we 
do. It was also very interesting to see how many exhibitors 
already deal with South Africa through an agent or directly  

with clients.”
“One thing that stood out for me once again is that if you 

want to go forward in business you have to invest in technology 
and machinery that will help you drive your business to new 
heights.”

“These types of shows give you insight into possible  
opportunities in the market or how you can improve on  
current processes. Networking with likeminded people from  
all over the world grows your mind, your vision and opens doors. 
Retecon, I thank you for the invite and the hospitality given to 
us, connecting us to people in our local community and the 
world.” 

Izabel and Mike van Zyl,
both of Fast Flame Profiling

Ronel and Carlos Figueiredo, both of Ficar Tooling
with Henry Xiong of Rate Precision Tooling
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Carlos and Ronel Figueiredo — Ficar Tooling
“This has been my second visit to the EuroBLECH exhibition 

and Ronel’s first. I have also attended the EMO exhibition 
on a number of occasions. It is interesting to see how the 
EuroBLECH has increased in size and quality over the years.”

“This shows that the sheetmetal and fabrication  
manufacturing industry is definitely becoming a very important 
part of the manufacturing industry worldwide and is symbolised 
by the quality of the exhibitors.”

“As usual the mainstream manufacturers were out in 
force including Amada, Trumpf, Bystronic and Prima Power. 
Interesting developments are that the ‘big boys’ were very 
focused on full  
automation (FMS)  
systems. This shows 
how the market is 
changing.” 

“Most impressive 
to me was the Prima 
Power FMS system 
exhibited that included  
storage of material, 
punching and  
guillotining on a CNC 
punch, sorting of  
components and  
bending, all  
incorporated into  
one fully automated 
system.” 

“What was  
further interesting 
was how many Turkish 
exhibitors were at the  
exhibition. It seems 
that Turkey is on the 
way to becoming the 
leader in sheet metal 
and fabrication 
machinery, and I think 
the ‘big boys’ are  
starting to tremble in 
their boots because 
the Turkish are  
offering good quality  
equipment and  
systems at a fraction of 
the price compared to 
the ‘big boys’.”

“I was also 
impressed with the 
quality and amount of 
machinery  
manufacturers  
emanating from China, 
which shows how this 
country is  
developing from  
supplying “inferior” 
equipment many years 
ago to also becoming 
one of affordable  
quality equipment.”

“Another interesting 
observation is how 
fiber laser is  
increasing in  

popularity and it seems that CO2 laser is finally dead. I tend to 
think that water jet cutting is also starting to suffer because  
of the development of the fiber lasers that are now currently 
available with a 10kW power source and more. One  
manufacturer from Eastern Europe is already offering a  
12kW power source. I also noticed that there are many new 
companies that manufacture fiber laser equipment that have 
appeared.” 

“All in all it was a very good exhibition and we thoroughly 
enjoyed it. The only problem for us is the excessive amounts 
that we have to pay in South Africa for the purchase of the new 
machinery.” 
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“The press brakes that were exhibited also showed a large number of previously unknown 
or small manufacturers that now have substantial representation. Machine builders are also 

using alternative technology to create bending pressure with servo and belt driven machines 
matching and beating the speed and tolerances of the bigger manufacturers. They have also 
included simple user interfaces on the controllers and idiot proof software on the machines.”

Hiroyuki Tomita of Amada with Barry Page of Amada (UK) 
Johannesburg Branch

Philipp Zwirner of Trumpf, Duane Ramos of Branch Engineering and 
Graham Rome of Retecon

Vaughn Hanwith-Horden — MD F&H Machine Tools
“During my visit to EuroBLECH I was once again surprised at 

how many smaller manufacturers were represented. Factories 
that four years ago were scoffed at, while trying to compete with 
the big manufacturers, now hold a much larger part of the  
market.”

“Lasers, particularly manufacturers from China, the old 
Russian republics, as well as Turkey and others presented  
products that matched and sometimes surpassed the  
performance of the big three. It was refreshing to see the pride 
and humility shown when these products were demonstrated. 
Most builders are using the same laser source. So to  
outperform the competition, real innovation is needed.” 

“The innovation shown included more sophisticated  
materials being used in frame construction, giving more rigidity 
with less vibration and allowing machines to be installed  
without special foundations, and designs that improve space 
utilisation and systems that utilise energy more efficiently.” 

“Additionally, more and more manufacturers have now 
designed and built their own control systems, drives and other 
components and use their own software to improve  
performance. By using this philosophy they have shortened the 
value chain and keep prices reasonable. By building their own 
components the various processes can be tuned and massive 
gains in productivity attained.”

 “The press brakes that were exhibited also showed a large 
number of previously unknown or small manufacturers that 

now have substantial representation. Machine builders are 
also using alternative technology to create bending pressure 
with servo and belt driven machines matching and beating the 
speed and tolerances of the bigger manufacturers. They have 
also included simple user interfaces on the controllers and idiot 
proof software on the machines.”

“Many machine builders are now taking the smartphone 
strategy making use of the machinery intuitive. This means  
that installation and training is taking less time and  
productivity is up from day one. As a result, highly trained  
and skilled operators will soon become a thing of the past,  
I believe.”

“Many of these manufacturers have a huge representation 
and market share in markets all over the world, some of them 
building one standard format laser a day. But for South Africans 
the fear of buying a machine from a supposedly unknown 
manufacturer is too much. We look around us, listen to the 
noise generated by the huge marketing engines of the massive 
manufacturers and pay four times the price for so called peace 
of mind and in some cases equal or less performance. These 
smaller manufacturers will in time disrupt the various markets 
as they are serious about performance, reliability and service. 
The attention to detail and customer care will be a priority for 
them. The cost of the euro and US dollar is high and South 
Africans need to look at alternative suppliers to stay  
competitive. And it is a matter of time before industry in  
South Africa takes note.”

Bystronic’s Hugo Allermann and Philipp Burgener Freddie Visser of SPP
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Zahoor Sayed Mohamed — Hadaad Engineering
“The EuroBLECH 2016 held in Hannover, Germany in my 

opinion was a prestigious and highly successful event in terms 
of showcasing all the latest machinery from in and around 
Europe as well as the rest of the world, all converging under 
one roof covering over 88 000m². Extremely impressive and 
mind blowing!!!”

“Considering my history and known business stature in the 
sheet metal fabrication industry, my keen interest in Trumpf, 
Salvagnini and Prima Power, showcasing their complete  
solutions from raw to finished products, were amongst the  
profound highlights for me.”

“With factories and machinery evolving technologically  
we can now monitor all production status via PC, tablet or 
smartphones that provide educational stable forums for the 
businessman, which is highly beneficial for our growth in the 
industry.”

“In consideration, Trumpf was exceptionally impressive 
and massive. They highlighted their new innovation called 
TruConnect. Salvagnini, an Italian based company, had sheet 
metal to bending complete solutions on display with their  
S4 and P4 FMS lines that include punching, shearing and  
bending integrated with each other. Prima Power, also an Italian 
based company, had complete solutions from punching to 
bending, all showing distinctive advancements in usage and 
empowerment within the industry. This is providing me currently 

with a purposeful and technological way forward for my own 
business at hand.”

 “Overall, my experience at EuroBLECH 2016 provided 
advanced knowledge and keen future interests concluding in 
an amazing forum of communication platforms with the various 
manufacturers of machinery globally.”

“I wish to extend a warm, heartfelt note of gratitude to the 
organisers, sponsors and supporters at EuroBLECH 2016. I will 
anticipate the arrival of the next EuroBLECH Expo in 2018, an 
event not to be missed!!”

Zahoor Sayed of Hadaad Engineering, Vaughn Hanwith-Horden of 
F&H Machine Tools and Jukka Hakala of Coastone

 “Overall, my experience at EuroBLECH 2016 provided advanced knowledge
and keen future interests concluding in an amazing forum of communication platforms with

the various manufacturers of machinery globally.”
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Culture is an important 
aspect of human  
existence. From impacting 

on our behaviour to our  
aspirations, culture plays a  
vital role in defining who we 
are. I have been fond of  
exploring and experiencing  
different cultures and I have 
been lucky enough to travel to 
a few countries, both so called 
first and third-world and those 
in between, and experience 
their culture firsthand. Every 
place I go to, there’s a different 
charm about the people and 
the way they do things. I always 
try to learn the good aspects of 
every culture, something that 
helps me to become a better 
human being. To a great deal,  
it also enlightens me  
professionally.

Visiting a machine tool exhibition in Tokyo, Japan does not 
conjure up ideas of walking through a nature reserve or  
national park. But what it does highlight is that as a global  
leader in machine tool design and construction, Japan plays a 
key role in developing and promoting new metalworking  
technology and usually does not disappoint in releasing product 
introductions and new technologies. 

A visitor to JIMTOF — The Japan International Machine Tool 
Fair — held every alternative year at Tokyo’s Big Sight exhibition 
and convention centre, which is conveniently linked to an  
efficient public transport system that will move you seamlessly 
to downtown Tokyo — will see that Japanese companies  

operating in the metalwork-
ing space have embraced the 
beauty and concepts of the 
rapid move toward smart facto-
ries in which smart machines 
are fully networked. 

This is despite the tough 
trading conditions that the 
industry is experiencing. On  
15 November 2016, just 
before the opening of  
JIMTOF 2016, the Japan 
Machine Tool Builders’ 
Association (JMTBA) 
announced that the total 
value of machine tool orders 
in October 2016 was 93.88 
billion yen. This was a 
decrease of 8.7% compared to 
September 2016 and marked 
the first month of decline in 
two months. Moreover, this 
figure represented a decrease 

of 8.9% compared to the same month of the previous year, with 
the posting of the fifteenth consecutive month of  
year-on-year decline. The total amount of orders fell below  
100 billion yen for the first time in two months.

Domestic orders fell by 9.2% from September,  
amounting to 41.36 billion yen and foreign orders fell by 8.4% 
from September to 52.53 billion yen. Looking at major  
industries Japanese orders in September 2016 fell by 21.0% 
in industrial machinery, rose by 11.3% in motor vehicles, fell by 
9.6% in electrical and precision machinery and fell by 29.3% in 
aircraft, shipbuilding and transport equipment.

Subsequently the JMTBA announced that the total value of 

Connecting the Smart Factory 
and IoT feature at JIMTOF 2016

There’s an old Japanese proverb, “Kachou Fuugetsu”, which means ‘Experience the beauties 
of nature and in doing so learn about yourself.’

The final count for the number of exhibitors at JIMTOF 2016 was 
969 and the number of visitors was 147 602 (136 196 in 2014)

All halls at JIMTOF 2016 were busy with visitors intent
on getting the latest information

JIMTOF is always held at the Tokyo Big Site exhibition grounds and 
convention centre, which is conveniently linked to an efficient public 
transport system that will move you seamlessly to downtown Tokyo, 

and is close to a number of first-class accommodation choices
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machine tool orders in November 2016 was 107.93 billion yen. 
This was an increase of 15.0% compared to October 2016 and 
marked the first month of growth in two months. However, this 
figure represented a decrease of 5.6% compared to the same 
month of the previous year, with the posting of a sixteenth  
consecutive month of year-on-year decline. Domestic orders 
rose by 8.7% over October 2016, amounting to 44.96 billion 
yen and foreign orders rose by 19.9% over October to  
62.97 billion yen. Is this a sign of recovery?

Enter the Internet of Things
In one of the press conferences that the international press 

attended I asked Dr. Eng. Masahiko Mori, President of DMG 
MORI Company Limited, what he thought was the ‘Wow!’  
factor of JIMTOF 2016. He was unequivocal in his answer: “The 
Internet of Things (IoT) and the Smart Factory.” He certainly 
was correct and this was evidenced throughout the exhibition. 
Even the organisers JMTBA adopted IoT as the show theme with 
the title “The Future Starts Here.” The theme for the 2014 show 
was Mono-Zukuri DNA. Loosely translated the phrase means 
“an inspired approach to the art and science of making things 
should be at the core of our beings”. Now it is all about  
monitoring and then making decisions.

They say significant improvements in metal cutting  
productivity, quality and reliability will come from a data-driven 
fourth revolution in manufacturing technology. Data on hand 
that can be transformed into actionable information to avoid 
downtime and improve productivity through more detailed and 
timely monitoring.

The Internet of Things is a collection of sensors  
gathering data on customer behaviour or equipment use, which, 
in turn, feeds into an analytics engine. The big idea is to employ 

machine learning to detect patterns and make predictions that 
come close to a clear endpoint.

However, experts are saying that not all decisions can be 
based on data alone. For example: One machine is taken out of 
service for maintenance unnecessarily while a seemingly  
functional machine breaks down. While a breakdown is  
observable, unnecessary downtime is hard to assess.         

Done right, predictive insights gleaned from IoT data can 
disrupt entire industries. Some manufacturers of IoT equipped 
machines, for instance, have solved the exact problem stated 
above. In what’s called predictive maintenance, they’ve fig-
ured out maintenance lifecycles of machines to such a degree 
that they’ve disrupted their business models, such as renting 
machines instead of selling them.

They say predictive maintenance can reduce downtime by 
as much as 50 per cent, extend machine life, and lower  
equipment and capital investment by up to five per cent. But 
IoT can work against companies, too. There’s no question it 
breaks open the floodgates to a data deluge. More data means 
higher risk of the wrong data getting into the analytics system, 
thus skewing results. If the analytics engine isn’t up to the 
required standard, or personal bias has crept into the model, 
then the odds of getting wrong insights skyrockets. Then there 
is also the question of network security.

However, despite this new PLM systems are increasingly  
leveraging the push toward full digitalisation and development 
of applications for the IoT.

Connecting the Smart Factory
Manufacturing is moving towards the ‘Industrial Internet’ 

to build digital smart factories that can connect, communicate, 
and use smart data in real time to optimise operations.

Mr. Fumio Tsurumaki, Johny Hansen of Multitrade Distributors,
Mr Motoharu Yamamoto, Mr Yoshiyuki Fujibajashi

and Mr Ricky Chua, all of Mitsubishi Materials Corporation

Eran Marcus of Tungaloy Corporation, John Tang
of Tungaloy Malaysia with Jacob Harpaz CEO of Iscar

and President of the IMC Group

An international press conference was held 
on the third day of the show and the media 
were addressed by Yoshimaro 
Hanaki Chairman of the Japan Machine 
Tool Builders’ Association (JMTBA), seen 
here third left in the picture. Also in the 
picture are Ms. Keiko Honda, Assistant 
Manager, International Marketing 
Department of the JMTBA, Yoji Ishimaru, 
President of JMTBA and Tomohisa 
Yamazaki, Chairman of International 
Committee JMTBA, Shigemi Oikawa, 
Executive Vice presidentand CEO of Tokyo 
Big Sight Inc and Norikazu Shigitani, 
Chairman of Trade Fair Committee, JMTBA
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New automation choices are fueling growth in the  
connected industrial Internet digital manufacturing revolution. 
The pace of technological change is rapidly accelerating, as 
automation suppliers and controls developers race to bring to 
fruition the connected factory of the future. 

As the automation industry becomes more globally focused 
and competitive, users need to keep their business models  
relevant and move from mass production to mass customisation.

But not everything was about IoT
The rise of the machines in the workplace has US and 

European experts predicting massive unemployment and  
tumbling wages.

Not in Japan, where robots are welcomed by Prime Minister 
Shinzo Abe’s government as an elegant way to handle the 
country’s aging populace, shrinking workforce and public  
aversion of immigration.

Japan is already a robotics powerhouse. Abe wants more 
and has called for a “robotics revolution.” His government 
launched a five-year push to deepen the use of intelligent 
machines in manufacturing, supply chains, construction and 
health care, while expanding the robotics markets from  
¥660 billion to ¥2.4 trillion by 2020.

In the last few years the race by 
machine manufacturers to be at the  
forefront of manufacturing hybrid machines 
has increased. The explosion in additive 
manufacturing, or 3D printing as some like 
to call it, has been well documented. Now 
it is the turn of hybrid machines, machines 
that combine subtractive processes  
(conventional milling, grinding, honing and 
turning) with additive processes such as 
laser cladding, wire arc welding and laser 
metal deposition. The emergence of hybrid 
machine tools that combine additive  
manufacturing (AM) processes with  
traditional substractive technologies in  
CNC milling machines has sparked  
considerable interest in the machine tool 
industry. Opposed to most  
standalone AM systems, 
hybrid machines can produce 

ready to use  
components.

DMG MORI were 
one of the first  
companies to surprise 
the world when, in 
2014, it launched 
its Lasertec 65 3D 
Shape, which allows 
highly compact 5-axis 
milling and laser  
texturing of 3D plastic 
injection moulding 
tools on one machine 
and in one setup. 
After the milling of the 
mould, a geometrically 
defined surface  
structure is applied to 
the mould by means 

of a fiber laser. A final erosion or etching is eliminated.
Not to be outdone, one of DMG MORI’s biggest competitors 

— Mazak Corporation — introduced its new hybrid multi-tasking 
technology when it unveiled its new Integrex i-400AM at  
JIMTOF 2014. The company has since launched a VC-500 AM 
hybrid multi-tasking machine and an Integrex i-200S AM.

The value of adding a milling process to a laser sintering 
machine continued with the launch of two other machines in 
2014. The Matsuura Lumex Avance-25 integrates a fiber laser 
for sintering layers of metal powder with a high-speed milling 
process that contours a number of successive layers of  
sintered material. The milling leaves a surface that is smooth 
and accurate, requiring no subsequent finishing. 

Also launched at JIMTOF 2014 was Sodick’s metal  
3D printer, the OPM250L, a very similar hybrid laser  
sintering/high-speed milling machine.

The theme continued in 2015. Reduction in manufacturing 
cost and total in-process time is critical for industries in  
developed countries in order to maintain a competitive  
advantage. At the same time, high added value manufacturing 
is also required. 

“Growing” parts or, part features with additive  
manufacturing processes, was also a theme at the EMO 2015 
exhibition. 

Spanish manufacturer Ibarmia launched a 5-axis  
moving column hybrid configuration,  
WFL Millturn Technologies launched a 
millturn machine incorporating a laser 
head for laser cladding, GF Machining 
Solutions introduced the AgieCharmilles 
AMS 290 tooling additive manufacturing 
machine, a powder bed based machine, 

German machine tool maker  
Hermle has since integrated additive 
manufacturing capability into its C 40 U 
five-axis machining center.

Hurco has developed a spindle-
powered, wireless 3D print head that 
extrudes plastic PLA filament, allowing 
operators of Hurco vertical machining 
centers to convert WinMax part  
programmes to a 3D printed rapid  
prototype, directly on the CNC machine.

Machine tool manufacturer  
ELB-SCHLIFF presented a  
comprehensive portfolio of  
precision grinding technology  

Chris and Peter Killian from Hi-Tech 
Machine Tools attended JIMTOF 2016

Schaeffler and DMG MORI signed a cooperation agreement on the 
development of additive manufacturing processes for rolling bearing 
components at JIMTOF 2016. From left to right: Dr.-Ing. Masahiko 

Mori, President of DMG MORI Company Limited, 
Dr. Stefan Spindler, CEO Industrial of Schaeffler AG and Christian 

Thönes, Chairman of the Executive Board of DMG MORI AG

Okuma Introduced their milling, turning, and grinding as
well as laser-hardening and 3D metal printing machines MU-6300V

Laser EX and the Multus U3000 Laser EX
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at IMTS 2016, including the millGrind "additive 
hybrid" machine.

The theme continues at JIMTOF 2016
JIMTOF does not disappoint in 

releasing product introductions and 
new technologies for the first time. 
Mitsui Seiki introduced a hybrid 
additive/subtractive machine. The 
company’s Vertex 55X-H combines 
a traditional CNC vertical machining 
center with a spindle-adapted laser 
powder feed nozzle.

The Lumex Avance-25 metal laser 
sintering hybrid milling machine is the 
product of a partnership between MC 
Machinery Systems, wholly owned 
by Mitsubishi Corp., and Matsuura 
Machinery Corp. The machine is one 
of the only machines in the world  
providing one-machine, one-process 
manufacturing of complex moulds and parts by fusing laser 
metal sintering via a Yb fiber laser and high-speed milling, to 
speed up the production of primarily mould and die  
components. Laser sintering adds layers of material, and the 
machine’s milling spindle subsequently machines the material 
to ensure a quality surface finish.

Also launched was the Lumex Avance 60, which was 
designed to produce larger components such as cutaway  
eight-cylinder engine blocks. This machine can accommodate 
workpieces as large as 600 x 600 x 500mm and as heavy  

as 1 300 kilograms.

Introduction of milling, turning, 
and grinding as well as laser- 
hardening and 3D metal printing

Among the highlights of  
JIMTOF 2016 was the introduction 
of the world’s first multitasking 
machines capable of milling, turning, 
and grinding as well as laser- 
hardening and 3D metal printing.

Designed to be the world’s first 
“done-on-one” machines, the Okuma 
MU-6300V Laser EX and the  
Multus U3000 Laser EX are  
capable of milling, turning, grinding, 
3D metal printing and heat treatment 
for a wide range of workpiece sizes 
and shapes. On-machine hardening 
provides the solution to a major  
bottleneck in production: Compared 

to hardening by conventional heat treatment, the process is 
quick and causes less distortion, resulting in dramatically 
increased throughput. The machine tools fully support agile 
manufacturing and process-intensive applications.

With a high-quality Trumpf laser beam source at its core, 
Okuma’s Laser EX series enables stable laser processing over 
long runs. The machines allow for laser metal deposition for 
both large-capacity and high definition additive manufacturing. 
0.4mm to 8.5mm laser spot diameters enable unparalleled 
throughput regardless of the application. 3D moulding,  

The Lumex Avance-25 metal laser sintering hybrid
milling machine is the product of a partnership 

between MC Machinery Systems, wholly owned by 
Mitsubishi Corp., and Matsuura Machinery Corp
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coating and sectional repair of heat-resistant alloys and highly 
rigid materials are available on the machine as well.

Okuma’s OSP control meanwhile monitors and controls the 
entire process, ensuring reliable and stable additive  
manufacturing for products on par with forged components.  
The machine tools therefore meet the quality requirements of 
even the most demanding applications and industries such as 
aerospace machining.

DMG MORI Lasertec 4300 3D
To enable booth visitors to see in real time the additive 

manufacturing operation being performed inside the hybrid 
Lasertec 4300 3D, DMG MORI incorporated a video display  
into the machine’s windows. The Lasertec 4300 3D is based  
on a turn-mill machine so that turning will be possible in  
addition to five-axis milling and additive manufacturing. The 
hybrid is equipped with as many as five powder deposition 
heads and was launched in 2016.

DMG MORI and Schaeffler Technologies
While at JIMTOF 2016 DMG MORI and Schaeffler 

Technologies AG & Co. KG, system supplier for rolling bearings, 

linear guides and drive technology, signed a cooperation  
agreement that has the objective of jointly pursuing  
development work in the field of additive manufacturing of 
rolling bearings. Additive manufacturing is a strategic focus in 
Schaeffler's development roadmap.

“Smart Machine” for 5-axis vertical machining
Designed to stand at the heart of a smart factory, Okuma 

also introduced a 5-axis vertical machining centre MU-S600V 
that is able to instantly respond to changed lead-times and 
accommodates production formats ranging from high-mix, low 
volume to mass production.

The compact MU-S600V has a very small footprint with a 
machine-width of 1 400mm and is able to cut workpieces of 
up to 600mm in diameter. Its robotic table enables completely 
unmanned, automated operations, eliminating manual handling 
of parts between set-ups in different machines. Production line 
layouts are easily adjusted in accordance with changes in  
production volume.

Mitsubishi Heavy Industries Machine Tool unveiled the 
"Ablaser-DUV", the latest model in the Ablaser micromachining 
line. This world-first technology uses a short pulse deep  

ultraviolet (DUV) 
laser. With its  
optimally designed 
optical system, it 
provides a smaller 
focal spot diameter 
while maintaining a 
long depth of focus. 
This enables finer 
and higher-precision 
micromachining and 
drilling.

Mitsubishi 
Materials (MMC) 
51% shareholding 
in Hitachi Tool 
Engineering Ltd

I also found 
out that Mitsubishi 
Materials (MMC) of 
Japan had acquired 

Nikon Metrology demonstrated their MCAx 7-axis
articulated arm, an easy-to-use portable 7-axis measuring arm

Exechon had on display their
XT700S Exechon Generation III,

a parallel kinematics machine that is
starting to be recognised in industry

Mitsui Seiki introduced a hybrid additive/subtractive
machine. The company’s Vertex 55X-H combines a traditional

CNC vertical machining center with a spindle-adapted
laser powder feed nozzle

Mitutoyo launched an in-line inspection system designed for the 
automobile industry to achieve 100% (all parts) x 100% (all features) 
inspection, improved Dial Test Indicators and the ABS AT1100 series 

linear scale featuring its unique electromagnetic induction type
linear encoder. Other new products to be launched in 2017 were 

also on display. The picture shows how robotics are ever increasingly 
being used in inspection operations
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a 51% shareholding in Hitachi Tool Engineering Ltd, a leading 
Japanese cemented carbide cutting tool and wear part  
manufacturer. Hitachi Tool Engineering Ltd was a division of 
Hitachi Metals Ltd and Hitachi Metals retains the remaining 
49% shareholding. The relatively unknown transaction was 
already completed in 2015. The company is now known as 
Mitsubishi Hitachi Tool Engineering Ltd.

Additionally, several builders have incorporated  
collision-avoidance features into the software in the CNC. 
Essentially, the simulation of the machining programme stays 
ahead of its actual execution, creating an opportunity for the 
software to detect and avoid impending crashes or  
interference.

Another frontier that machine tool builders are pushing  
into is machining accuracy in the sub-micron level.  
Applications range from miniaturised electronics to advanced 
designs of airspace components such as jet engine  
blades.

Japanese culture
Out of all the places I’ve been to, Japan has never ceased 

to amaze me. And it is not limited to the great food they have, 
but also the lifestyle of the people. The strong determination is 
in the air, ready to fight and overcome any hurdles in the  
way with a bright smile that would make anyone’s day.  
The amount of optimism and positivity I get from Japan is 
unmatchable.

Politeness is a trait that makes me respect Japan hugely.  
In every store I entered, I was always greeted politely. Even  
if I didn’t buy anything, I was still thanked for my visit.  
People recognise if you need help or look lost and go out of 
their way to help you. Apology is another trait that adds up  
to the politeness quotient. People in Japan would apologise  
for even the smallest of inconvenience, even if it wasn’t  
bothering me much. When using public transport, people  
avoid talking on the phone as it would disturb the  
co-passengers. Even after numerous visits to Japan, I have 
never seen a single person shouting on the phone, or even  
talking loudly. 

One truly witnesses the power of humility and wisdom in 
Japan. Mutual respect is another highlight of the Japanese 
culture. Respecting elderly people, teachers, parents and even 
strangers is a way of life in Japan. The amount of courtesy 
Japanese people offer is unmatched. Another way of showing 
respect is by respecting the other person’s time. That’s when 
punctuality comes in. People in Japan are 
extremely punctual to the second. The 
high-speed bullet train, The Shinkansen, 
rides hundreds of kilometers with a time 
difference of less than two seconds from 
the estimated time of arrival/departure.

Punctuality comes from organisation. 
From public lives to private, everything  
in Japan is well organised. In order to  
prevent chaos, people refrain from  
breaking the order. Even if you are 
standing in a long queue, people wait 
patiently and don’t push. The calm within 
Japanese people is something that fuels 
the inner peace, integrity and  
determination of the people.

The culture of Japan deeply values 
credibility. And it is not something you 
would gain in Japan by talking about it.  
In fact, people who talk less are  
considered to be more credible and  
wise.

When in Japan, another aspect that catches the  
eye is the cleanliness. There are hardly any dustbins and  
even then there’s no littering or fines. Japanese people carry 
their rubbish until they reach home or see a dustbin. 

I strongly believe that the world has a lot to learn from  
the Japanese. From their willingness to work hard, to  
respecting others, to doing the best for the family or  
organisation and worrying less about their own needs.  
Japan sets high benchmarks for personal and professional 
lives.

I was one of a select group of international journalists  
from the USA, Germany, China, Taiwan, Czech Republic,  
Brazil and South Africa to be invited by the JMTBA to attend 
JIMTOF 2016. I must thank the management and staff  
of the JMTBA sincerely as we (the international journalists  
and editors) were treated royally. I personally thank  
Ms. Keiko Honda, Assistant Manager, International Marketing 
Department of the JMTBA for so expertly organising all my 
travel and accommodation arrangements.

The final count for the number of exhibitors at  
JIMTOF 2016 was 969 and the number of visitors was  
147 602 (136 196 in 2014).

JIMTOF 2018 
The 29th Japan International 

Machine Tool Fair is scheduled to  
open in Tokyo Big Sight for 6 days  
from November 1 to 6 November 2018.

The JMTBA organised a visit for journalists and guests to the 
UNESCO registered Nippon Institute of Technology Museum,
established on the campus in 1987, where over 400 historically

valuable machines and instruments that contributed to the
development of the Japanese manufacturing industry are exhibited. 

The museum includes 270 machine tools of which one is the first 
machining center to be manufactured 

Japan is rich in tradition and culture. 
The highlight of the International 
Dinner Party was the breaking of the 
lid of the sake barrel. Kagami-biraki is 
a ceremony performed at celebratory 
events in which the lid of the sake barrel 
is broken open by a wooden mallet 
and the sake is served to everyone present. 
Kagami refers to the lid of the sake 
barrel and biraki means “to open” so 
kagami-biraki literally means “opening 
the lid.” Because of the lid’s round shape, 
the kagami is a symbol of harmony.  
The kagami-biraki, therefore, 
represents an opening to 
harmony and good fortune



72   METALWORKING NEWS   v 15. 6   January 2017

Japanese motion control and robotics specialist 
Yaskawa is intensifying its presence in Europe,  
with the aim of becoming one of the two leading 

manufacturers of industrial robots in strategic target 
markets. The company will expand its production  
capacities and open a new robot manufacturing plant 
and a new European robotics development centre in 
Slovenia in addition to its existing production facilities in 
Japan and China. Two hundred additional jobs will  
be created. 

The first Yaskawa Motoman robots from all-European 
production are expected to roll off the production line 
in 2018. The factory should satisfy about 80% of the 
European demand for robots. Total investments are  
estimated to be in the order of 25 million euros. 

As one of the biggest global players in the industrial 
robot sector with more than 350,000 installed units 
sold and a leading international supplier of drive and 
automation technology, Yaskawa is pursuing an  
ambitious expansion strategy in Europe. In doing so the 
company, which was founded in 1915, is intentionally bucking 
the international trend towards relocating technological  
know-how and production competence from Europe  
to Asia. 

Today, Yaskawa employs about 350 development and  
application engineers in Europe. The new production and  
development capacities will permit even faster customised 
robotic solutions in Europe. This will also strengthen the  
cooperation with OEMs in these markets. In addition, Yaskawa 
will be keeping up even more closely with the European market 
and technological trends.

Manfred Stern, president and CEO of Yaskawa Europe, 

commented: “Europe is a leader in many technologies, and we 
want to consistently demonstrate to our customers that we are 
happy to be here and engage in the joint development of even 
more efficient solutions.”

Yaskawa is expanding its European activities through  
investments in the existing robot business as well as electric 
drive technology. The company most recently extended its  
business model through strategic acquisitions in the fields of 
industrial control technology and ‘Green Energy’. A focus is 
being placed on energy solutions in the field of wind power and 
the electrification of ship drives.

For further details contact Yaskawa Southern Africa  
TEL: 011 608 3182 or visit www.yaskawa.za.com

Yaskawa invests 
in European manufacturing centre

Nitride hard coatings made from titanium aluminium 
nitride (TiAlN) protect drill bits, milling cutters and  
indexable cutting inserts against premature failure due 

to wear. Austria’s Plansee SE has reported that small  
quantities of tantalum have been shown to improve the  
thermal stability of these 
adherent layers still  
further.

TiAlN coatings are 
often doped with other 
elements to optimise 
the properties for a 
specific application, 
states Plansee. Thus, for 
instance, tantalum makes cutting operations even easier at 
high temperatures. Particularly when machining extremely 
hard materials, the tools are quickly liable to overheat.

Wear-protection coatings made from titanium aluminium 
tantalum nitride offer even better high-temperature stability 

and resistance to oxidation. This is said to make machining 
operations possible at temperatures of up to 950°C.

Plansee reported that the Institute of Materials Science 
and Technology at the Vienna University of Technology  
conducted a detailed investigation of the properties of  

titanium aluminium  
tantalum nitride coatings. 
The research team  
carried out trials with 
coatings made from 
titanium, aluminium and 
tantalum in different 
compositions.

The greatest thermal 
stability was achieved in the trials with a specific composition 
of materials (Ti0.32 Al0.6 Ta0.08N). The Powder Metallurgy 
technology used at Plansee to produce the necessary targets 
makes it possible to manufacture products with this precise 
composition of materials.

Heat-resistant coatings for cutting tools 
improved with tantalum
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“We are moving away from a company that just 
designs and manufactures products. Going forward 
we are going to be providing application solutions 

for the end user and this is demonstrated by our brand new 
state-of-the-art stand at EuroBLECH 2016. The stand includes 
a high definition live stream and online connectivity with our 
regional headquarters in The Netherlands as well as  
impressive interactive tables within our stand,” said Theo 
Cornielje, regional director for the EMEA region, during an  
interview at EuroBLECH 2016.

“Hypertherm will continue to design and manufacture 
advanced cutting products for use in a variety 
of industries with metalworking being a prime 
target. However, we now have a dedicated team, 
both in The Netherlands and New Hampshire, 
US that end users can connect directly with and 
be provided with a solution, not like in the past 
where there were too many intermediaries. In the 
future we do not want to be reactive in our  
dealings with our customers.” 

“Hypertherm’s new “Shaping Possibility”  
tagline replaces the “Cut with Confidence” tagline 
in use since the beginning of this decade. The 
new tagline conveys the company’s role in providing products, 
services and expertise to help customers achieve their vision, 
and expresses all that is possible with Hypertherm products in 
the hands of hard-working manufacturers and fabricators.”

“Through our products, service and support of more than 
1,400 Hypertherm Associate-owners and thousands of  
authorised partners, we help our customers cut parts and 
achieve their business objectives,” explained Evan Smith, 
Hypertherm’s President and CEO, when he announced the  
company’s new vision in June 2016. 

“We are proud to help ‘give shape’ to their vision and are 
grateful for the opportunity to work together to produce the 
machines, buildings, bridges, ships and other things that shape 
our world,” he added.

“The vision began to take shape when we launched our 
Robotmaster® offline programing software at the end of 2015. 
However, since then we have continued to lead the way in 
developing new products as well. This is demonstrated by the 
number of new products that we launched in 2016 and are on 
display at EuroBLECH 2016,” said Cornielje.

“We have recently released the Rotary Tube Pro™ software, 
introduced the new Powermax45® XP as well as 
the  new CNC platform called EDGE® Connect,” 
continued Cornielje.

“These innovative technologies make it 
possible to explain our technologies in depth, 
show the systems capabilities and guide visitors 
to the solution that fits their cutting needs by 
using the principles of industry 4.0,” he added.

“I like to refer to it as that we are changing 
from an inside out focus to one that will be from 
outside in with our customers interacting with 
our specialists based in Hypertherm’s  

European Cutting Technology Center via the easy to use online 
interconnectivity tools that are now available.”

“In the first quarter of 2017 we will be releasing new  
software as well as a new torch system.”

“We will also be developing new technologies over a  
wider spectrum of industries, all with an emphasis on lower 
operating costs with much quicker and easier operating  
functions. This is expected by our customer’s, we focus on  
their needs so we can support them shaping their business,” 
concluded Cornielje.

‘Shaping Possibility’ 
into Hypertherm’s future

Italian manufacturers reportedly are benefiting from a new 
tax provision that allows them to claim credits up to 250% 
of the value of their capital investments in high-technology 

products. The so-called Industry 4.0 tax incentive was  
promoted and implemented by the now ousted government of 
former Prime Minister Matteo Renzi. As a result, Ucimu is  
forecasting domestic consumption of machine tool  
technologies will rise 6.9% in 2017.

Further, the group predicts its members’ production of 
machine tool products will rise 4% year on year for 2017 to 
euro 5.7 billion, the record high set in 2008.

Ucimu is a trade association representing Italian  
manufacturers of machines tools, robotics and automation 
systems, and auxiliary products.

“After three consecutive years of double-digit growth  
of the domestic market, we want to remain cautious, but  

as I look around and speak with our members, I am  
convinced that the growth rate of domestic demand will be 
higher by a large amount,” said Ucimu president Massimo 
Carboniero.

Carboniero is also the general manager and co-owner of 
Omera, a manufacturer of mechanical and hydraulic metal 
forming machinery. He claimed his firm is among those seeing 
the benefits of the tax-code changes.

“Italy has started investing again and in 2017 the entire 
sector has a unique opportunity: taking advantage of the  
government plan for advanced technology. The measures will 
give a further boost to demand for machinery and innovative 
technologies to digitise the factories,” said Carboniero.

Also for 2017, Ucimu forecasts Italian machine-tool  
exports to rise 1.7% year-over-year (having fallen 3.3% in 
2016) to a total of euro 3.3 billion.

Italian machine tool builders profit 
from tax changes

Industry 4.0 tax provision allows manufacturers to claim credits for up to 250% of capital investment.
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The global industrial lubricant market is expected to reach 
USD 68.41 billion by 2024, according to a new report 
by Grand View Research, Inc. The growth of key end-use 

industries such as chemical manufacturing, food  
processing and electronics particularly in the Asia Pacific 
region is expected to drive industry growth. Increase in  
industrial output in emerging economies such as China, India, 
Russia, Brazil, and South Africa, predominantly in core  
manufacturing sectors, such as metal forming, foundry,  
consumer appliances, and plastics, along with the mining 
industry is expected to foster demand.

Initiatives such as continuously evolving emission  
standards, improving engine technology, and norms about  
mitigated carbon footprints are being 
adopted in emerging economies such 
as China and India. The paradigm 
shift towards environmental  
conservation is touted to be the key 
growth-driving factor.

Chemical manufacturing was the 
largest application for industrial  
lubricants due to the high demand 
for non-reactive, sustainable and 
compatible processing fluids to 
handle various intermediaries and 
petrochemicals in a safe and efficient manner.

Further key findings from the report suggest: 
The global Industrial Lubricant Market demand was  

15.01 million tons in 2015 and is expected to reach  
19.47 million tons by 2024, growing at a CAGR of 3.0% from 
2016 to 2024.

Demand in North America and Europe is expected to 
remain high despite relative stagnancy in manufacturing 
growth. A revitalised manufacturing sector post recovery from 
the economic depression of 2009, is a major driving factor for 
lubricants consumption in these regions.

India emerged as the fastest growing market in the Asia 

Pacific region and is expected to grow at 
a CAGR of 4.3% from 2016 to 2024. India 
offers rewarding opportunities to industry 
participants with the government  
implementing innovative schemes to bolster 
domestic manufacturing activities.

Process oils primarily find use in the  
rubber, chemical and technical industries as 
a process aid or raw material. The segment 
accounted for over 32% of the global volume 

in 2015, growing at an estimated CAGR of 3.1% from 2016 to 
2024.

Key companies operating in the industry include Shell, Total 
S.A., ExxonMobil Corp., Chevron Corp., Valvoline International, 
Kluber Lubrication, Fuchs Group, The Lubrizol Corporation, 
Clariant, Castrol, and Petronas Lubricant International.

Browse the full research report with TOC on "Industrial 
Lubricants Market Analysis By Product (Process Oils, General 
Oils, Metalworking Fluids, Engine Oils), By Application 
(Metalworking, Textiles, Energy, Chemical Manufacturing, Food 
Processing, Hydraulic) And Segment Forecasts To 2024" at: 
http://www.grandviewresearch.com/industry-analysis/ 
industrial-lubricants-market

Industrial lubricant market size 
to reach $68.41 billion by 2024

600 Group Plc has acquired the entire manual machine 
tools business of Kondia, for a total consideration of  
50 000 euros.

Kondia, formerly Spain's largest manufacturer of milling 
machines, was placed into administration in 2015. The  
acquisition means the 600 Group now owns the Kondia name, 
all IP and a large inventory of spare parts worth in excess of 
the acquisition costs.

For more than 20 years, Clausing, one of the 600 Group 
companies, sold the Kondia range of FV series milling 
machines and established it as a leading brand in North 
America. In 1990, sales of Kondia machines in the USA  
contributed $3 million in revenues to the 600 Group.

The 600 Group expects to generate revenues immediately 

from the supply of spare parts in  North America as well as the 
rest of the world where Kondia machines have been sold. In 
addition, the company intends to start producing the Kondia 
FV milling machine, which will complement the US-built line of 
600 Group machine tools, including drills and saws.

"We are excited about adding another great brand to our 
lineup of machines and also the opportunity it gives us to grow 
the Kondia business both in North America and worldwide. 
This acquisition increases Group earnings immediately, and 
looking ahead, I'm very confident that our team will build the 
revenues further as we develop the opportunities we have 
identified in this business," said Don Haselton, divisional  
managing director of the machine tool operations in the UK 
and US.

600 Group buys 
Kondia machine tool business
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The global fabricated metal 
products market was valued at 
US$1.81 trillion in 2015 and 

will likely reach US$2.35 trillion by 
2020, growing at a CAGR of 5.36%. 
The US accounted for almost 20% 
of the entire global fabrication metal 
product market. There is an increase 
in the demand for US manufactured 
fabricated metal products  
worldwide. For example, Mexico, 
Canada, and China rely heavily on 
the U.S. for the supply of fabricated 
metals. Increased fabricated metal 
production in the country is leading to rising domestic demand 
for machine tools.

The machining centers market study predicts that in terms 
of geographical regions, APAC will dominate the industry 
throughout the next four years and also estimates this region 
to account for almost 42% of the total market shares by 2020. 

This dominance mainly attributes  
to the exponential increase in 
investments in the major end-user 
segments, especially the  
automotive industry. Analysts  
estimate the machining centers 
market to grow at a CAGR of more 
than 6% in this region during the 
next four years.

According to machining centers 
market research and analysis, the 
automotive industry accounted for 
more than 41% of the total market 
shares and dominated the industry 

during 2015. This industry uses machining centers in various 
metal processing operations like cutting, drilling, and surface 
cleaning of the metal sheets used in the fabrication of  
automotive parts. The expected growth of the automotive industry 
all over the world, especially in the emerging markets will  
bolster the market's growth prospects in the coming years.

Machining centers market to surpass 
US$5 billion by 2020

According to the machining centers market report, growing demand for fabricated 
metal products will be a key driver for market growth. 
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US conglomerate General Electric has agreed to buy  
privately held German 3D printing firm Concept Laser  
for 549 million euros, it said after its bid for rival  

SLM Solutions failed.
GE and its competitors have begun to invest seriously in 

3D printing, also known as additive manufacturing, which 
produces parts with less work than traditional production 
methods, generates less scrap material and expands design 
possibilities.

The US group is initially buying 75 per cent of  
Lichtenfels-based Concept Laser, which specialises in metal 
additive manufacturing, with an agreement allowing it to take 
full ownership in a number of years.

GE abandoned its bid for SLM after activist investor  
Elliott Advisors, which owns 20 per cent of SLM, rejected its 
bid, making it harder for GE to reach its minimum acceptance 
threshold.

Concept Laser's customer base is focused on the  
aerospace, medical and dental industries, and it also has a 
presence in the automotive and jewelry sectors, GE said.  
The company has more than 200 staff, including operations  
in Texas and China.

GE, which has spent about $1.5 billion on additive  
technology research, said it would invest "significantly" in 
Lichtenfels, which would become a new German centre for  
the group. Co-founder Frank Herzog will stay on as chief  
executive.

Herzog founded Concept Laser in 2000 and commercialised 

the first metal additive manufacturing machine in 2001. 
Over the past 16 years, Concept Laser has industrialised 
the technology with its patented LaserCUSING® process and 
remains at the forefront of the industry. Concept Laser has a 
comprehensive product offering ranging from small machines 
up to the machine with the world’s largest build envelope. The 
company’s machines with multi-laser technology are among 
the fastest and highest-quality laser melting machines in the 
world. Concept Laser has won multiple awards for innovation 
excellence in recent years and continues to invest heavily in 
customer centric technologies, including real time monitoring 
of the process through its QMmeltpool offering.

GE buys Germany's Concept Laser 
after SLM bid fails

Switzerland-headquartered GF Machining Solutions has 
entered into an agreement to purchase 100% of the 
shares of Microlution Inc, a Chicago-based developer of 

micro-machining solutions that incorporate milling and laser 
technologies.

GF Machining Solutions designs and manufactures EDM, 
machining centre, laser texturing and additive manufacturing 
technology. Its technology is already 
used to support micro-machining.

US firm Microlution was founded 
in 2005 by three engineers from  
the Chicago area. The company  
specialises in 5-axis milling and  
femto-second laser machining for 
hole drilling and micro-cutting  
applications for a wide range of 
industries, including aerospace,  
medical and automotive.  
The 30-employee operation generated 
$10 million in sales in 2015.

The press announcement says 
that this acquisition complements 
GF Machining Solutions’ strategy to 

enlarge its technology portfolio “to fully meet the needs of 
manufacturers across a range of targeted industry segments, 
including aerospace and medical”.

Says Yves Serra, CEO of GF Machining Solutions:  
“We warmly welcome Microlution to GF. The company has 
developed, within a short space of time, remarkable  
know-how in micro machining, which complements very well 

our technology portfolio. We look 
forward to supporting Microlution in 
widening its presence, and growing 
its business, in the US and  
worldwide.”

Andy Phillip, president and  
director of Microlution, adds:  
“We are excited for our team,  
products and technology to join  
forces with GF Machining Solutions.

“Microlution’s customers have 
benefited from our innovative  
systems for nearly 10 years.  
With our new partner, we will 
increase our ability to serve  
customers and grow.”

GF Machining Solutions 
set to acquire Microlution Inc

A micro impeller
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Just under a year before the world’s largest machine tool 
exhibition begins, the figures for official registration at 
EMO 2017 are looking rather impressive. More than  

1 700 firms from 40 different countries have already  
registered, booking a stand area totalling 152 000m² for 
the show, which takes place 18 to 23 September 2017 in 
Hannover, Germany. This 
means the current  
registration status lies  
significantly above  
comparable statistics for  
the previous event. 

More than 1 600  
companies exhibited at  
EMO Milano 2015 with  
120 000m² of net exhibition 
space booked and spread across 12 halls. EMO 2013 ended 
up with 2 100 exhibitors over 180 000m².

“It looks very much as if the EMO 2017 will end up with 
a record number of exhibitors,” declared the show’s general 
commissioner Carl Martin Welcker. 

“The reasons for the substantial rise are firstly that after 

four years the EMO is returning to Hannover, the venue that 
ever since the first event in the 1970s has been acknowledged 
as an international platform for showcasing innovations.”

“Secondly, the early-booker offer presented to the  
exhibitors for the first time has taken full effect. It has already 
produced a definite plus in terms of area and the number of 

exhibitors. Not only have 
German manufacturers 
registered for sizeable 
stands, but Asian companies 
too. They have once again 
increased their areas in 
comparison to the previous 
event. Overall, Asia  
currently accounts for  
more than a fifth of the 

EMO’s exhibitors.”
“EMO 2017 will run under the motto of “Connecting  

systems for intelligent production”. The international trade fair 
for the metalworking sector will also focus on the megatrend 
of digitisation and networking under Industry 4.0.”

For further information www.emo-hannover.de

EMO heading for record registrations

Sandvik Coromant has signed an agreement to become 
a “premium partner” of DMG MORI. The deal, which 
makes Sandvik Coromant the only tooling manufacturer 

to be named as a DMG MORI premium partner, will further 
strengthen the relationship between the companies on a  
global scale. Machine shops around the world will benefit  
from the combined knowledge and experience of the two  
companies.

As a premium partner, Sandvik Coromant will work with  
the machine tool builder on a range of initiatives, including 
R&D and engineering, open house events, trade show  
appearances, technical seminars, website collaboration, and 
the DMG MORI Journal. Specifically, the agreement will give 

users of DMG MORI machines access to the turning, parting 
and grooving, threading, milling, drilling, boring and reaming 
tools from Sandvik Coromant, as well as tooling systems and 
the company’s range of knowledge, industry solutions and 
services.

Sandvik Coromant will equip DMG MORI machines with a 
range of products, services and know-how. A customised  
start-up tool kit and service will be supplied with each  
NLX series universal lathe and NT turn-mill center in  
selected markets. On the CLX/CMX (previously Ecoline)  
entry-level machines and DMC V vertical machining centers, 
users will receive a defined tool kit and global service  
provision.

Sandvik Coromant to partner DMG MORI

Sheet metal processing systems and services provider 
Bystronic has entered a technology partnership and  
strategic global alliance with Lantek, developers of  

software solutions for the optimised production of sheet metal, 
tube and profile parts.

Under the terms of the agreement, Lantek will provide 
Bystronic with manufacturing management software systems 
and consultancy expertise.

Bystronic wants to satisfy its customers’ needs with a 
reliable and robust manufacturing management system that 
has been widely tested worldwide to support its excellence in 
machines and its global sales network. Lantek brings its  
global presence, its software engineering expertise, and its 

manufacturing management system called Lantek Manager,  
a product that directs the execution of all manufacturing  
processes in the workshop.

The aim is for the companies to collaborate to develop  
a manufacturing execution system that will be seamlessly  
integrated with Bystronic’s machine systems and software.

 “The Lantek technology portfolio is wide and deep, and 
Bystronic’s excellence in machine construction is world 
renowned. With innovation a part of the DNA of both  
companies, this partnership will help Bystronic’s customers 
transform how they manage Bystronic machines and  
transcend the established boundaries in the sheet metal 
industry,” said Alberto Martinez, CEO of Lantek.

Bystronic partners with Lantek 
for management software systems
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PROducT   REVIEW

Among a host of new machine launches 
at Euroblech 2016, Trumpf also  
showcased innovative solutions on the 

way to Industry 4.0 in the field of sheet metal 
processing with TruConnect. The concept for 
networked production links machines, people 
and information via the new data output  
interface Central Link. 

TruConnect safely provides information 
about the production status of machines. 
Customers can use it to easily integrate web 
applications, platforms, and with the  
OPC UA communication protocol local  
systems as well. Central Link is the basis  
for more transparency in production control 
and plant planning. It transmits production 
status information to local ERP systems  
and also, with high data security, to  
cloud-based solutions for example, to the  
business platform AXOOM from the  
Trumpf Group.

On the way to the Smart Factory, assistance systems for 
man and machine are becoming more and more important. 
Here, Trumpf already offers a range of innovative solutions 
such as Smart Punch Monitoring for punching or Smart 
Unload for unloading.

Trumpf TruLaser Center 7030: The Dream Machine
Billed as a revolution in 2D laser cutting, the brand new, 

freshly developed, fully automated and compact TruLaser 
Center 7030 was unveiled by Trumpf to a press gathering at 
EuroBLECH, Hall 11 on October 26.

A high-precision, fully automatic machine that takes care 
of production autonomously — the new TruLaser Center 7030 
offers efficient, automated and synchronous processes,  
from its programming all the way to sorted and stacked  
workpieces.

The machine works with a hybrid drive system to meet the 
ambitious development goal of eliminating all obstacles to 
smooth processing in laser cutting today. These include  
shutdowns due to collisions involving parts tilting over,  
refinishing work on microjoints, spatter on the undersides of 
components, and excessive programming work.

The TruLaser Center 7030 moves the sheet and the  
cutting head simultaneously even while the machine ejects 
small parts safely and sorts them into containers. In  
addition, it disposes of residue and slag, sorts and stacks 
larger parts during machining, loads itself with blank sheets 
in tight space, scrap skeletons, and the programming is also 
largely automatic.

Numerous innovative and patented solutions  
contribute to the coherence of the entire concept.  
Heinz-Jürgen Prokop, Head of Development and Procurement 
in the Trumpf Machine Tools division, says: “We were  
gradually having to face more and more calls for help from 
our customers, asking us for solutions that would create a 
secure overall process. It turned out that this wasn’t possible 
with the machine concepts we already had, so a complete  
re-think was required.”

The TruLaser Center 7030 works with a TruDisk solid-state 
laser, with 6 kW of laser power. With this machine, the  
company is addressing sheet metal fabricators from all  
sectors who cut sheets from one to 12 mm thick at high 
capacity.

TruLaser Weld 5000: The laser welding cell that forgives 
imperfections

Laser welding offers numerous advantages over  
conventional techniques: better weld quality, a robust  
bond and faster processing times. Right on time for  

Get connected with Trumpf 
and the new machines
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Euroblech 2016, Trumpf 
showcased the TruLaser Weld 
5000, a new laser welding 
cell that greatly simplifies 
the laser welding process for 
experts and beginners alike.

The TruLaser Weld 5000 
is a turn-key system for  
automated laser welding. You 
can customise this versatile 
system to your exact  
requirements. Benefits from 
the heat conduction welding, 
deep welding, laser metal 
deposition and FusionLine 
welding processes include 
four different welding  
processes on a single 
machine, flexible  
configuration options, reduced welding times thanks to rotary 
module for shield gas guidance, tolerant laser welding with 
FusionLine and ergonomic operating solutions.

FusionLine — tolerant laser welding
Laser welding is known for its perfect results and high-

quality visible seams. However, preparing components for 
laser welding calls for specific expertise. There ought to be as 
little tolerance as possible in the design — or at least that is 
how things were in the past. Now, FusionLine offers an ideal 
complementary technology that helps users get started. 

FusionLine makes it possible to compensate for  
component imperfections in the welding process and even 
to close gaps of up to 1mm in breadth. At the same time, 
the welding seam results and processing times offered by 
FusionLine significantly outperform those of components  
processed using conventional welding techniques. This means 
that users can take advantage of the perfect combination 
of laser beam guidance, optics and a weld feed system to 
perform cost-effective laser welding operations even if their 
component portfolio is not optimised for laser welding. It is 

now possible to laser weld 
an array of parts developed 
for conventional welding 
without having to modify 
them specifically for the 
purpose. This enables users 
to manufacture parts true 
to the drawing, and also 
more kinds of parts than 
before.

The design of the 
TruLaser Weld 5000 
departs from its predecessor 
n various aspects. This  
version of Trumpf’s laser 
welding cell features the 
striking cube design. It also 
comes with a swiveling 
support arm for the control 

panel, which contributes to ergonomic working and improved 
handling. On the exterior, Trumpf has now fitted the TruLaser 
Weld 5000 with a status light, as successfully employed in the 
TruLaser Cell. These lights provide an immediate assessment 
of the machine’s status. A continuous blue light, for instance, 
indicates that the machine is in teaching mode. Bigger  
windows provide a better view into the safety cabin, and on 
the interior there are new approaches to lighting and suction.

As well as offering a camera view of the work area, the 
new status monitor also supplies further information about 
the production status, including the remaining time, the  
current production programme and the quantity of  
components manufactured. This gives sheet metal operators 
the most important indicators at a glance.

The laser welding unit operates using a Trumpf TruDisk 
laser that can also power other machines such as a 2D laser 
machine. In this sort of laser network, several machines share 
a single laser — which can significantly reduce the initial 
investment costs in a new machine.

For more information contact Retecon Machine Tools on 
TEL: 011 976 8600 or visit www.retecon.co.za

FusionLine is based on a sophisticated combination of laser,
beam guidance, optics and a welding wire supply

The TruLaser Weld 5000 can switch flexibly between
FusionLine, heat conduction and deep welding
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TaeguTec has launched two new five-cutting edge insert 
lines — RTMX and RTHX — with related cutters specifically 
dedicated for the stainless steel and difficult-to-cut  

materials used, but not exclusive, in the aerospace, oil and gas 
and power generation industries.

ChaseMold’s RTMX and RTHX inserts including the line’s 
optimal cutter design were born through rigorous trial and error 
as well as performance testing in order to attain excellent  
performance in stainless steel, difficult-to-cut materials and  
turbine blade machining under severe machining conditions 
and in unstable fixtures.

The RTMX is a press-to-size type line for economy while the 
RTHX ground type is dedicated towards high precision  
machining with both line’s offering a high positive rake angle 
for low cutting resistance.

Both inserts come in 10mm and 12mm sizes and their chip 
formers are available in three types: MM, ML and MLL. The 
MM chip former is recommended for unstable conditions, the 
MLL for stable conditions and the ML covers the middle range 
between the MM and MLL types.

Furthermore, both lines are available in standard and  
special grades. The special grades are made for any  
machining environment, even under harsh conditions due to 
their high wear resistance and toughness capabilities.

Cutters are available in end mills (ø32mm), modular types 

(ø25-40mm) as 
well as face mills 
(ø40-80mm) and 
all are coolant 
capable for easy 
chip evacuation.

For tool life 
during the roughing operation of the airfoil, shroud and the root 
part of the blade component made from martensitic stainless 
steel (X20Cr13, AISI 420), TaeguTec’s new 5-teeth RTMX line 
outlasted a leading competitor’s tool by 65 per cent, while on a 
blade shroud and root roughing operation made from  
stainless steel (1.4923), the same RTMX line increased tool life 
by almost 30 per cent, the company claims.

Concerning productivity, TaeguTec’s tests using the 
ChaseMold RTMX line on an aerospace engine case made from 
Waspaloy and Inconel 718 increased productivity by  
65 per cent on a leading competitor’s similar offering.

End of year celebration
In November 2016 TaeguTec South Africa held its traditional 

‘End of Year’ get together for clients, suppliers and friends. 
Featured below are a selection of the over 300 attendees.

For more information contact TaeguTec SA on  
TEL: 011 362 1500 or visit www.taegutec.com

Gerhard de Klerk, Tinus van Huyssteen, Louis Swart
and Jaco Bothma, all of PSJ Engineering

Helga Erasmus, Adele du Toit, Bianca Webb, Antoinette Jacobs
and Tess Meyer, all of TaeguTec

Schalk van Schalkwyk and Kevin Coetzee, both of
Tooling Technology with Hans Rossouw of TaeguTec in the centre

Danie Jordaan, Lappies Visagie, Deon de Beer and Rudi Smith,
all of Eastern Hydraulics

TaeguTec’s five-cutting edge insert lines — 
ChaseMold RTMX and RTHX
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Chris Steenkamp, Ulrich and Lizelle Olivier,
Adele Steenkamp, Johann Van Schalkwyk and Catia Bertoletti,

all from U&L Engineering

Wikus Terblanche, Whitey Taylor and Daniel Koekemoer,
all from Knorr-Bremse SA

Henry, Nico, Ian, Dean, Barend, Johan and Tommie,
all from Videx Mining

Pierre Goosen of TaeguTec, Louis Barnard and Andries Venter, both 
of S-Tech Heavy Engineering and Nathan Govender of TaeguTec

Widia’s disc-style, carbide tipped reamer, Top Ream, 
offers diameters as high as 42mm and a 
range of edge preps and geometries. 

This reamer uses a single carbide disc and 
brazed joint, providing a strong  
connection that is virtually immune to 
thermal effects during machining  
operations, the company says.

Steel-bodied reamers tend to get banged up on the ends. 
The center can get nicked or distorted, preventing an accurate 
regrind, according to Widia. But with carbide, there is always a 
good center to locate on. The result is a minimum of four “like 
new” regrinds versus an average of three questionable ones.

A single piece of carbide is inherently more stable and 
resistant to vibration. The through-hole style has an 18-degree 
left-hand spiral that does a great job of pushing the chip  
forward, the company says.

Widia’s WU05PR advanced reaming grade was developed 

specifically for the demanding tool wear 
and surface finish requirements  
encountered in most hole reaming  
operations. Tests performed over a total 
cut distance 30 metres in length showed 

an ability to consistently maintain surface finishes 
of 0.8 micron in 4140 steel alloy and 1.6 microns in gray 

cast iron, three times that of TiAlN-coated tools.
One of the best features of the Top Ream, according to 

the company, is the TRM series mounting mechanism, which 
makes simultaneous contact on the cutting head’s face and 
taper. A user twists the locking screw and the reamer head 
pops out, with no need for head-to-body orientation.  
This provides a strong, vibration-free, and — most importantly — 
precise reamer interface.

For more information contact Widatech on  
TEL: 087 150 3266, email: info@widatech.co.za or visit  
www.widatech.co.za

WIDIA’s new disc-style carbide-tipped reamer 
offers modular flexibility and is resistant to vibration
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What is faster than 4, 6, and 8 kilowatts? For those 
who want to be at the forefront of fiber laser cutting, 
Bystronic now equips the ByStar Fiber fiber laser 

system with a 10 kilowatt laser. This primarily provides users 
with one benefit: speed, speed, and even more speed. And 
suppliers that are fast lead the race for the best conditions 
for cutting jobs. This is how competition in the laser cutting 
business works: be as fast as possible and deliver high  
quality.

The cutting speeds of the ByStar Fiber with the  
10 kilowatt unit increase by up to four times compared  
to the industry standard equivalent 4 kilowatt fiber lasers.  
This allows users to cut four times as many parts from sheet 
metal in the same amount of time as the majority of their 
competitors. The greatest benefits allow users to process 
material from 0.8mm to 12mm thickness. Even in higher 
sheet thicknesses up to 30mm, the 10 kilowatt fiber laser 
goes full steam ahead of it’s own accord. 

New cutting head with Spot Control
High cutting speeds alone cannot help you achieve your 

goal. For constant machining quality, high laser power must 
be optimally integrated in the cutting process. Therefore, in 
addition to the new 10 kilowatt laser, the ByStar Fiber is also 
equipped with a new cutting head. Bystronic developed and 
designed this cutting head themselves. Thus, this new cutting 
technology differs from what the many other suppliers are 
offering on the market. Swiss expertise is the driving force 
here.

The ByStar Fiber cuts stainless steel, aluminium,  
non-ferrous metals, and mild steel, in thin to thick material 
thicknesses. To always achieve the best cutting quality in this 
broad mix of materials, the cutting head must flexibly adapt 
the cutting process to the changing material and its  
properties. And do so automatically, without operator  
intervention. For this to work, Bystronic integrated the  
Spot Control function into the cutting head.

This newly developed function configures the laser beam. 
Spot Control accurately adjusts the focal point of the 

laser beam according to sheet thickness 
and material. As a result, the 

ByStar Fiber always  
achieves optimal  
machining quality in  
varying sheet thicknesses 
and cutting materials 
— and does so at warp 
speed.

For more  
information contact  
First Cut on  

TEL: 011 614 1112, 
email: info@firstcut.co.za, or  

visit the website www.firstcut.co.za

Bystronic 10 kilowatt laser 
accelerates the cutting process

Bystronic enhances the ByStar Fiber fiber laser
with new features. 





88   METALWORKING NEWS   v 15. 6   January 2017

The manufacturer’s trade innovations included  
state-of-the-art 5-axis vertical machining centres and a 
new type of intelligent multitasking machine. Among the 

highlights was the introduction of the world’s first  
multitasking machines capable of milling, turning, and  
grinding as well as laser-hardening and 3D metal printing.

Smart factory, just-in-time-production, varying order sizes 
— production and  
machining requirements 
are higher than ever. To 
meet those demands, 
Okuma’s latest 
machine tools 
take multitasking 
machining to the 
next level. The 
new models will 
be available in 
Europe in  
mid-2017.

 
Intelligent  

horizontal multitasking 
machine

To facilitate process-intensive production in a smart  
factory, Okuma has added the Multus U5000 to its line-up 
of multitasking machines. Designed for machining medium 
and large-sized components for the aerospace, energy and 
infrastructure industries, the Multus U5000 handles even 
difficult-to-cut materials, such as Titanium and Inconel. With 
the strongest turning spindle of its class, the Multus U5000 
achieves unrivalled machining efficiency.

In an effort to allow operators to perform gear 

machining in-house, Okuma has made skiving and  
hobbing operations available on their multitasking 
machines with the accompanying software package 
enabling faster and easier programming.

With Industry 4.0 no longer a thing of the future, the 
Multus U5000 comes equipped with the latest  
generation of CNC control — OSP suite — as well as 

Okuma’s Intelligent Technology. These applications offer 
supreme connectivity and allow for a seamless integration of 
the machine tool into an “Internet of Things”-based  
production environment.

 
“Smart Machine” for 5-axis vertical machining
Designed to stand at the heart of a smart factory, 

Okuma’s latest 5-Axis vertical machining centre MU-S600V is 
able to instantly respond to changed lead-times and  
accommodates production formats ranging from high-mix,  
low volume to mass production.

The compact MU-S600V has a very small footprint with a 
machine-width of 1,400mm and is able to cut workpieces of 
up to 600mm in diameter. The machine’s compact  
dimensions and structural design allow for outstanding  
ease-of-use and easier crane jobs. Its robotic table enables 
completely unmanned, automated operations, eliminating 

Okuma launches new generation 
of machine tools                                                              

Okuma presented a new line of machine tools at the
28th Japan International Machine Tool Fair. 
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manual handling of parts between set-ups in different 
machines. Production line layouts are easily adjusted in  
accordance with changes in production volume.

 
Laser technology for process-intensive machining
Designed to be the world’s first “done-on-one” machines, 

the Okuma MU-6300V Laser EX and the Multus U3000  
Laser EX are capable of milling, turning, grinding, 3D metal 
printing and heat treatment for a wide range of workpiece 
sizes and shapes. On-machine hardening provides the  
solution to a major bottleneck in production: Compared to 
hardening by conventional heat treatment, the process  
is quick and causes less distortion, resulting in  
dramatically increased throughput. The machine tools fully 
support agile manufacturing and process-intensive  
applications.

With a high-quality Trumpf laser beam source at its core, 

Okuma’s Laser EX series enables stable laser processing over 
long runs. The machines allow for Laser Metal Deposition — 
LMD — for both large-capacity and high definition additive 
manufacturing. 0.4 to 8.5mm laser spot diameters enable 
unparalleled throughput regardless of the application. 3D 
moulding, coating and sectional repair of heat-resistant alloys 
and highly rigid materials are available on the machine as well.

Okuma’s OSP control meanwhile monitors and controls 
the entire process, ensuring reliable and stable additive 
manufacturing for products on par with forged components. 
The machine tools therefore meet the quality requirements of 
even the most demanding applications and industries such as 
aerospace machining.

 Additional Okuma models with laser applications will be 
available shortly.

For further details contact F&H Machine Tools on  
TEL: 011 397 4050 or visit www.fandhmachinetools.co.za

Tongtai’s newest MT series lathes were developed for 
improving cycle times and turning processes for the 
automotive industry where small parts are typically made 

within 60 seconds. After many years of working together on 
customising machines and turnkey projects with automotive 
customers worldwide, Tongtai developed the MT series for  
precision turning, high production volume, automatic  
production, and insertion into mass-production lines.  

 The MT Series has twin spindles and two individual 
machining areas. The turrets and spindles are designed  
parallel to each other. This design makes parts that need  
two processes be finished on one machine. With the addition 
of a gantry-type robot, utilisation of floor space increases while 
labor costs decrease. Depending on cycle time, single robot 
arm/single stocker and twin robot arms/twin stockers for  
high production chucking work are both available on the  
MS/MT series CNC lathes. These lathes come equipped with 
either 6” or 8” chucks on spindles that rotate  
at 6 000/4 500 RPMs respectively.  
The MT control offers a robot teaching  
function that the operator can adjust 
positioning. The function coordinates 
the robot arm, on-screen positioning 
diagram, input coordinates, number 
and names of positions, three axes 
settings and single axis settings.

 The work area on the main 
structure of the lathes has two 
individual working areas whose bed 
structure is separate. This design 
decreases the transferring of  
harmonic vibration providing  
excellent machining accuracy and 
high quality surface finishes.  

The compact structure allows for a short cutting flow from  
start to finish that enhances machining rigidity and heavy  
cutting ability. Maximum swing diameter is 210mm  
with a machining diameter of 210mm or 120mm  
(with robotic arm), and machining length of 145mm or 100mm 
(with robotic arm). 

 The MT series lathes are equipped with workpiece  
positioning protection to ensure sealing between the  
workpiece surface and chuck. Pneumatic pressure leaks can 
be detected, and if this occurs, the robot arm will reload the 
workpiece. Gantry type robotic arm is able to process 3 axes 
movement and is driven by a servomotor. The programmable 
arm allows the operator to adjust positioning points and  
moving routes. Rapid traverse for the robotic arm are  
160m/minute in X, 120m/minute in Y, and 35m/minute in Z. 
The rotary axis moves at 180° in one second.

 The pallet stocker comes in three types, three poles  
and a center, three poles, and central pole type.  

The number of pallets ranges from 10, 14, and 16 
with allowable part diameters all at 30mmΦ through 

150mmΦ.  
 The MT series comes standard with  

coolant through the spindle, A2-5 or 
A2-6 spindle nose, 0.001” indexing 
increments, 4 500 RPMs or 6 000 
optional. With cutting feed rates of 
0.001-5,000mm/minute this  
horizontal turning center is perfect  
for high production fast-paced  
manufacturing environments. 

For further details contact  
PBS Machine Tools on  
TEL: 011 914 3360 or visit  
www.pbsmt.co.za

Dual machining zones 
improve lathe accuracy

New Tongtai MT series lathes have twin spindles and individual machining zones. 
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Robotic arc welding has reached a 
very high level of productivity and 
quality in various industries  

including two of the most demanding 
which are the car industry and fabrication 
of heavy mining equipment. This high 
performance has been reached in part 
through the use of 3D laser weld seam 
tracking and geometry measurement 
in fully automated welding cells. For 
example, this guidance and inspection 
method is now routinely used with  
success in laser welding lines for tailored 
welded blanks in the car industry.

Servo Robot revolutionised arc  
welding inspection when it introduced a 
high accuracy 3D weld profile  
measurement method. The unique 
handheld non contact laser inspection 
system, Wiki-SCAN, brought objectivity, 
reliability and precise measurements to 
weld inspection. This achievement has 
been made possible by combining in the 
same tool several developments  
including hardware miniaturisation, 
increased battery life, tablet touchscreen 
and wireless communication.

Laser beam accuracy, combined with 
advanced micro-processing, is used to 
compute dimensions of weld beads as well as detect the  
presence of weld defects. Utilisation of the simple international 
icon interface, which is very similar to current generation smart 
phones, makes this system very easy-to-use. In addition, it 
is small in size which allows it to reach into tight areas. The 
repeatable results reduce subjectivity and inherent human error 
that can lead to multiple unnecessary weld repairs. A simple 
click of the trigger can provide many useful measurements 
such as leg sizes, convexity/concavity, toe angles, as well as 
the detection of defects such as undercut and porosity.

Results can be automatically compared to the tolerances 
set based on the applicable weld quality standard  
requirements. The Wiki-SCAN also allows for inspection of joint 
preparations and fit-up in the field with accurate  
measurements of critical parameters such as face and root 
openings, mismatch and bevel angle. Furthermore, a  
permanent record of the weld measurements, pictures, voice 
and written comments are stored in the Wiki-SCAN and can be 
sent to a computer for statistical analysis and sharing.

This innovative technology fills a wide gap between the 
basic visual weld inspection done today and other inspection 
techniques, such as Magnetic Particle Testing (MT), Liquid 
Penetrant Testing (PT), Ultrasonic Testing (UT) and Radiographic 
Testing (RT). The permanent records available with this  
welding inspection method match up well with those available 
with digital UT and RT.

Using this technology, one is  
effectively getting a “virtual cross  
section” of the weld and accomplishing 
much of what the traditional slow and 
expensive destructive cross sectioning 
(cut and etch) does. It can measure 
and inspect certain types of joints/welds 
that have not been possible to do 
effectively, including skewed fillets, 
flange/socket welds, bulb Tees, etc.  It 
also can be used while a weld is still 
hot so intermediate inspection can be 
done to find root pass defects or better 
predict if the weld will be the right size 
when it is finished.

This weld information system is 
transforming the approach to the  
manufacturing of weldments,  
evaluation of productivity and the 
avoidance of defects. The Wiki-SCAN 
methodology (Weld SureTM) can be 
fully automated with robots or manually 
performed by an inspector or operator 
with the handheld system.

The introduction of WiKi-SCAN/HR
Servo-Robot is now proud to 

announce the newest addition to their 
product line: the WiKi-SCAN/HR, an 

extremely high precision handheld inspection system.  
The WiKi-SCAN/HR can measure even the tiniest joints, weld 
beads, and other precise features typical in TIG, plasma, and 
laser welding quality control applications. 

The WiKi-SCAN/HR complements the existing Servo-Robot 
WiKi-SCAN product line by providing the highest precision 
measuring capability of Servo-Robot portable handheld laser 
vision systems on the market.

To inspect the part, the inspector simply holds the system 
up to the unwelded or welded joint and presses the trigger to take 
measurements and determine if there are any defects present. 
The Wiki-SCAN allows one to inspect joint preparations, joint 
fit-up, and weld bead geometry. It accurately measures critical 
parameters such as face and root openings, mismatch and 
bevel angles for unwelded joints and features like leg size, 
concavity, undercut, etc for welds. Results can be automatically 
compared to the tolerances set and provide GO/NO-GO feedback. 
Furthermore, a permanent record of the weld measurements, 
voice and written comments and pictures of the weld are 
stored in the Wiki-SCAN and can be sent to your computer. 

Advantages of the Wiki-SCAN include less redundant 
inspection, fewer unneeded repairs, reduced inspection time 
and cost savings due to reduced weld time and over welding.

For further details contact Yaskawa Southern Africa  
TEL: 011 608 3182 or visit www.yaskawa.za.com or  
www.servorobot.com

A revolution in 
weld quality management

Servo-Robot wireless handheld weld measuring and inspection tool.
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Ekamant was  
founded in 
Sweden in 1928 

and is today one of the 
oldest manufacturers of 
coated abrasives in the 
world. Ekamant  
South Africa was  
founded in 2009 and 
distributes a range of products for the automotive, metal  
working, boat building and all sanding industries.

A global company firmly rooted in Sweden, products can be 
found in all types of industry from large manufacturing plants to 
small shops, from China to the US. The main production plant 
and head offices are located in the small town of Markaryd, in 
the southern Swedish province of Småland, where Ekamant 
was founded in 1928.

Today, the company’s portfolio encompasses a whole range 
of solutions for metal, automotive and composite and other 
applications. From shaping and sanding, to aluminium and 
lacquer polishing, Ekamant’s products are available in a variety 
of belt, sheet, grinder disc and roll offerings. In addition to this 
standard offering and in keeping with its continuous drive for 
innovation, the company has developed abrasive brush products, 
finishing concepts for polishing applications, foam backed  
abrasives, machine accessories to accompany the standard 
range, and a non-woven product for cleaning and polishing  

purposes called  
Eka-Brite.

Ekamant  
metal range

Ekamant metal 
products are for all 
types of metal grinding. 
The product range has 

everything from J-cloth to a very strong polyester backing. You 
can find products for non-ferrous metal to hard carbon steel. 

EKA Black is a new product for special applications and 
mainly used on stainless steel. The product combines the 
capacity for high rates of material removal with the ability to 
present an excellent surface finish with even scratch pattern. 
The Antistatex® bonding system provides a fully antistatic effect 
which reduces clogging of the product and minimises dust load 
on the sanding surface.

EKA 1000 Z is a Zirconia product for metal sanding of  
stainless steel, mild steel, aluminium alloys and other  
non ferrous metals.

EKA 1000 ZV is a Zirconia product with velcro backing for 
discs. This product is for metal materials such as stainless 
steel, mild steel, aluminium alloys and other non ferrous  
metals.

For more information contact Ekamant South Africa on  
TEL: 021 556 0193 or visit www.ekamant.co.za

Ekamant’s coated abrasives for sanding, polishing and cutting
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The difficult-to-cut 
and uniquely 
shaped parts found 

in medical equipment are 
a challenge to machine 
efficiently. Improving 
machining efficiency 
and product life requires 
total applications, from 
CAD/CAM programmes 
through to the final  
cutting tools.

Cobalt-Chromium 
alloy

Of the materials 
used in the manufacture 
of medical equipment, 
cobalt-chromium alloy is 
the most difficult to cut. 
However, compared with 
titanium alloys, it exhibits better abrasion resistance and  
contributes to extended product life; and this makes the  
manufacture of thin products such as sliding surfaces in  
artificial joints and small items such as spines implants and 
screws possible. On the other hand, however, it also has high 
tensile strength and welds easily. This makes it important to 
select machining tools with high abrasion resistance.

Titanium alloy
Due to the excellent biocompatibility, titanium alloy  

Ti-6Al-4V is the most commonly used material for medical 
equipment parts. Titanium has low thermal conductivity and 
produces high cutting heat temperature therefore it is essential 
to have tools with high heat-resistance and forms that ensure 
low heat generation.

Stainless steels
Stainless steel materials are often used for small parts. 

Austenitic stainless steels (SUS315L/SUS317L) and  
precipitation hardening stainless steels (SUS630) have  
completely different cutting characteristics. Deep-hole drilling 
into austenitic stainless steels is very difficult because of the 
need to remove the chips produced.

Mitsubishi Materials offers a huge variety of cemented 
carbide products (such as cutting tools), with some 30,000 
items listed in its catalogue. The Advanced Materials & Tools 
Business of Mitsubishi Materials conducts its business in two 
primary categories; cemented carbide products and sintered 
parts. 

The cemented carbide products department provides an 
extensive lineup of cutting tools used in processes including 
lathe turning, milling, and drilling, as well as abrasion-resistant 
tools targeting the general engineering, energy, automotive, oil 
and gas, aerospace and medical industries.

The range of tooling manufactured by Mitsubishi Materials 
includes turning inserts, CBN & PCD inserts, external turning, 

small tools, grooving, 
boring bars, threading, 
HSK-T tools, rotating 
tools, solid end mills, 
exchangeable head end 
mills, milling inserts, 
drilling and gear cutters.

In the late 1980s 
when TiN coating was at 
the height of its  
popularity, aluminium-
rich Al-TiN coating 
appeared and took the 
spotlight by completely 
changing existing  
conventions. Impact 
Miracle, a joint project 
between Mitsubishi 
Materials and Kobe 
Tools Corporation, is a 
coating with high heat 

resistance enabling long tool life, high efficiency machining and 
prevents vibration and makes it possible to machine complex 
geometries previously difficult to machine.

Faster cutting speeds and longer tool life for high hardness 
materials and heat resistant alloys

In comparison with conventional coatings, single-phase 
nano crystal coating technology offers higher coating hardness 
and heat resistance. When machining hardened steels Impact 
Miracle coating offers a lower coefficient of friction and helps 
prevent abnormal damage such as chipping.

In the 28 years since Miracle Coating was first introduced, 
performance requirements for PVD coatings have become ever 
more demanding. Development and technology will continue 
moving forward so that products that exceed customers  
expectations can be delivered.

MP/MT9000 series for the aircraft and medical industries
Designed for turning difficult-to-cut materials the Mitsubishi 

Materials MP/MT9000 series is ideal for turning difficult-to-cut 
materials such as titanium, heat resistant and corrosion  
resistant alloys typically used in the aircraft and medical  
industries. To expand the application options available, new 
positive inserts have been added to the range for boring and 
small parts machining. 

The high Al-(Al,Ti)N single layer coating containing a high 
aluminium content has succeeded to stabilise high hardness 
layer and deliver overwhelmingly high wear, crater and welding 
resistance for the MP/MT9000 series.

The new chip breakers within the range also help prevent 
problems such as continuous chip wrapping and chipping of 
the cutting edge. The 9000 series has a good reputation from 
customers by providing superior wear, fracture and welding 
resistance and for also enabling longer tool life.

For further information contact Multitrade Distributors on 
TEL: 087 803 2377 or visit www.multicarb.com

Mitsubishi Materials applications 
for tools used in the manufacture 

of medical equipment

Designed for turning difficult-to-cut
materials the Mitsubishi Materials MP/MT9000 

series is ideal for turning difficult-to-cut
materials such as titanium, heat resistant and 
corrosion resistant alloys typically used in the 

aircraft and medical industries
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Whether preheating,  
postheating, flame  
straightening, flame  

hardening, flame brazing, fusing or 
hot forming, Lindoflamm flame  
solutions from Afrox ensure optimum 
performance at the lowest  
processing costs for precision  
manufacturing processes. 

Lindoflamm is a range of  
innovative preheating, flame  
straightening and heat-treatment 
solutions that provide optimal heat 
transfer for the workpiece, reducing 
gas consumption, improving productivity and quality and  
reducing total cost. It also enhances safety on the factory floor.

At the heart of each heating installation is the Lindoflamm 
burner with shapes and capacities that can be modified to the 
customers’ application and are matched with the right fuel gas 
mixture. The special burners can be customised to create the 
perfect fit for every heating application. The heating solutions 
can be semi- and fully automated and are tailored to  
customer’s requirements. Components and additional services 
can be offered from automatic ignition to monitoring,  
temperature control and documentation. 

Unlike slow burning fuel gases, where the main heat is in 
the secondary zone of the flame and a large amount of heat 
deflects from the material, resulting in gas losses, preheating 
time and loss of production, the unique Lindoflamm burners 
operate with acetylene and compressed air and the main heat 
contribution sits in the primary zone of the flame. This helps to 
direct the heat to the actual area to be preheated where very 
little heat is deflected off the plate.

Preheating can prevent  
cracking and ensure specific 
mechanical properties and must be 
used whenever specified by  
applicable codes. Applications in the 
industry where Lindoflamm offers 
quicker preheating times, saving on 
production costs and labour include 
stationary pre-heating before  
welding and cutting (hand held  
pre-heating), maintaining interpass 
temperatures, preheat required 
where low alloy steels are used  
from minimum plate thickness  

of 30mm upwards, and flame straightening or flame  
hardening. 

Prior to installing the Lindoflamm system and  
integrating with customers’ existing equipment, Afrox’s 
Application Development Team will visit the customer’s site to 
tailor-make a Lindoflamm solution that is optimised according 
to pipe line installation, flow rates and pressure requirements, 
and conduct trials if appropriate. 

The Lindoflamm equipment is part of Afrox’s acetylene 
offer that supports the fabrication industry in the market place. 
Acetylene is the ideal fuel gas when efficiency, precision and 
accuracy are required as it produces the highest flame  
temperatures, providing rapid and concentrated heating. 
Acetylene also has the highest flame propagation rate,  
increasing thermal efficiency.

For further details contact Hennie van Rhyn,  
Application Development Manager Cutting, Heating and Safety 
at Afrox on email Hennie.vanrhyn@afrox.linde.com or visit  
www.afrox.linde.com    

Lindoflamm from Afrox for optimal heating
applications

Tungaloy Corporation has announced the expansion 
of DrillForce-Meister, a head-changeable drill series. 
DrillForce-Meister is a tool series for large-diameter  

holemaking (drill diameter 26.0 to 41.0mm) that features two 
effective cutting edges for high speed and high productivity.

DrillForce-Meister’s clamping system uses a unique  
error-proof asymmetric seat and a screw setting, which allows 
easy and swift head replacement by  
simply loosening and tightening the screw. 
Since a new drill head can be mounted 
without removing the drill body from the 
spindle, a full re-setting and re-indexing 
process is eliminated, shortening entire 
tool change time. By replacing the head 
screw regularly, the drill body can be used 
for an even longer period, reducing tooling 
cost and inventory requirements.

The drill head is supported by a wide 

contact area on the seat so the drill can 
withstand the high cutting force generated 
during high-feed drilling. The insert seat is 
designed with precision, providing excellent 
repeatability and minimizing run-out.

The cutting edge is prepared to increase the coating  
adhesion of a highly reliable AH725 grade. The tool life has 

been prolonged by a smart  
combination of cutting edge geometry 
and grade property.

DrillForce-Meister will not only 
increase productivity but also reduce a 
total machining cost by shortening tool 
change time and eliminating regrinding 
cost.

For further information contact  
Star Tooling on TEL: 011 818 2250 or 
visit www.startooling.co.za

Introducing DrillForce-Meister, 
a head-changeable drill series — Tungaloy



METALWORKING NEWS   v 15. 6   January 2017   95

Automation can really be so simple — 
DMG MORI’s Robo2Go with the Celos® App

DMG MORI presented Robo2Go, a 
mobile automation system for turning 
centers with the simplest of  

programming via a Celos® App, at  
JIMTOF 2016.

The implementation of an automated 
process chain from the web shop to the  
finished workpiece is the core of the 
integrated turning cell, a new loading 
and unloading system from DMG MORI. 
Designed for mobile use on up to four 
turning centers, Robo2Go is controlled via 
a special Celos® App in which only a few 
entries are needed and a particular  
knowledge of robots is not required.

Thanks to the use of robotic technology, 
investment costs in the field of automation 
have dropped drastically in the past few 
years, turning the attention of small and 
medium-sized enterprises more and more 
to the quality and cost benefits that such 

technology has to offer. Nevertheless, a degree of reluctance 
was noticeable in this customer segment partly due to,  
a lack of knowhow in programming on the one hand and 
doubt that the robot would be used to full capacity on the 
other. This caused those, who might have otherwise been 
interested, to feel it was too much of a risk. DMG MORI 
has now overcome this obstacle with its newly developed 
Robo2Go.

The Robo2Go system is unsurpassed because of its  
flexibility. It can be used on up to four turning centers if 
required with the aid of a lifting device, which maximises 
investment security. In addition, the system can be set up  
on the control panel with just a few entries, which in turn  
minimises tooling times and therefore optimises utilisation 
rates.

Robo2Go gives users a clear competitive advantage as 
the robot is not programmed via a teach pendant. This takes 
place via a special Robo2Go App from the DMG MORI graphic 

control and operation system Celos®. The operator needs  
no prior knowledge of robots, because once configured by 
DMG MORI Service the robot operates completely  
parameter-based via Celos®. In other words all the operator 
has to do is enter the dimensions of the workpiece, chuck  
and gripper, then select one of the pre-defined arrangements 
of the workpiece tray and lastly start the automatic  
process. 

This innovative way of programming a robot enables  
especially smaller firms entry into flexible automation without 
the need of any expert knowledge.

Economical entry into automation
In comparison to other automation solutions that  

DMG MORI has long offered, Robo2Go allows for a very  
cost-effective entry into automation. The technical solution 
differs from standard automations in terms of its barrier-free 
safety technology. The use of an area scanner means that 
Robo2Go can do without protective fences. Instead the  
system stops as soon as a worker enters the defined stop 
area. A faster working speed for the robot is possible  
because this is not a collective solution in which the human 
operator works in the action area at the same time as the 
robot.

Robo2Go is designed to handle a wide range of parts.  
For this reason, the robot is available with load capacities  
of 10kg, 20kg and 35kg. The weights of workpieces in the 
case of a single grip, whereby the gripper can be adjusted 
without tools, are 5kg, 12kg and 22kg. Workpiece  
diameters are between 25 and 125mm and lengths from  
50 to 250 mm. The workpiece tray can be loaded with 
weights of up to 700kg, which adds up to a maximum  
capacity of 210 workpieces depending on diameters.

For more information contact Retecon Machine Tools  
on TEL: 011 976 8600 or visit www.retecon.co.za

All the operator has to do is enter the dimensions
of the workpiece, the chuck and the gripper, then select one
of the pre-defined arrangements of the workpiece tray and

finally start the automatic process

Robo2Go is designed for mobile use on
up to four turning centers
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Cutting tool and tooling systems specialist 
Sandvik Coromant has made its high  
performance steel milling grade, GC1130, 

available for use with CoroMill® QD and  
CoroMill 331 groove milling cutters. GC1130, 
which is the latest Zertivo™ grade from Sandvik 
Coromant, delivers high metal removal rates 
and secure performance levels in both wet and 
dry machining operations.

 Already available for use with  
CoroMill 390, CoroMill 490 and CoroMill 495 
shoulder and chamfer milling systems, this 
expansion of the application area makes the 
benefits of Zertivo technology, such as longer 
tool life and secure machining, available to a 
wider user profile.

 Machine shops can now use grade GC1130 
inserts with CoroMill QD for deep and narrow 
grooving in both external and internal roughing 
and finishing operations. For additional groove 
milling requirements, GC1130 inserts can also 
be applied to CoroMill 331, a multi-purpose 
side and face milling cutter. This versatile tool 
is capable of grooving, double half side milling, 
shoulder milling, face milling, back face milling, 
gang milling and circular ramping.

 In total, GC1130 is now introduced to seven additional 
product families. Along with CoroMill QD and CoroMill 331, the 
insert grade is available for use with CoroMill 790 and T-Max 
long edge (shoulder milling), CoroMill Century (face milling), 
CoroMill 170 and CoroMill 176 (gear milling).

 “Issues such as flaking, abrupt chipping and thermal 
cracks are commonly encountered when milling materials  
in the ISO P application area, especially when faced with  

unfavourable tool paths, deep cavities or when 
using coolant,” says Björn Ericsson, Project 

Manager. “We have developed GC1130 to help 
machine shops overcome the consequential 
effects of reduced insert life and unstable  
production.”  

 Manufactured using Zertivo — a PVD  
production technology that is designed to 
enhance the grade’s advantages — GC1130 
offers high edge-line security and reduced  
flaking. In addition, a high-Cr content fine-grain 
substrate delivers high resistance to thermal 
cracks, helping ensure long and reliable tool 
life.

 Find out more at: www.sandvik.coromant.
com/en-gb/products/milling-inserts-grades-
steel.

Direct link for Western Cape  
customers and channel partners

Customers in the Western Cape region 
will in future have a direct link with Sandvik 
Coromant, right on their doorstep in centrally 
located Montague Gardens. Sandvik Coromant 
has opened up an office to offer service and 

support to both customers and channel partners. Tj Pretorius, 
who has been with Sandvik Coromant for a number of years in 
the Gauteng region, has been appointed as the manager for 
the region. He can be contacted on Mobile 076 511 3066 or 
email tj.pretorius@sandvik.com.

For further details contact Sandvik Coromant on  
TEL: 0860 101 008 or Mary-Ann Haylett on  
TEL: 011 570 9615, or email: mary-ann.haylett@sandvik.com 
or visit www.sandvik.coromant.com

GC1130 insert grade now available 
for use with groove milling tools

With the Helicheck 3D machine, Walter introduced for 
the very first time a CNC measuring machine for the 
complete digitising of tools and production parts, 

resulting in a 3D model which can be saved, processed,  
analysed and measured. 

With a revolutionary new method, tools can be scanned 
and digitised very quickly and easily. With the 3D Tool 
Analyser software specifically developed for this application, 
horizontal, vertical and freely selectable cutting planes at 
any position can be laid on the 3D model. These are then 
automatically analysed and the corresponding parameters are 
available for the user. The capability to measure all important 
tool features has never been quicker or simpler, and since 
measurements are carried out on the virtual model, this can 
also be done offline on a separate workstation. 

To complement the Helicheck 3D machine, Walter also 

introduced a new software  
3D matcher, which makes it 
possible to perform a  
colour-coded comparison of 
two 3D models within the 
proven graphical user  
interface. After the "match" 
of both models, the operator 
gets an instant evaluation of 
the quality of the products 
and any deviations from the 
desired values.

For more information  
contact Retecon Machine 
Tools on TEL: 011 976 8600 
or visit www.retecon.co.za

Helicheck 3D boosts tool digitising - United Grinding

Sandvik Coromant expands application range for latest steel milling grade and now has
a direct link for Western Cape customers and channel partners.
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Mastercam 2017
for Solidworks

Mastercam 2017 for Solidworks is a CAM  
application that is fully integrated into Solidworks. 
Users can programme parts directly in Solidworks 

using Mastercam’s industry-leading toolpaths and machining 
strategies. In addition to all the improvements to Mastercam 
Mill and Lathe, Mastercam 2017 for Solidworks features the 
Analyze Toolpath and improved Tplanes.

 To make your job easier, Analyze Toolpath is used to  
display toolpath information such as coordinates, direction, 
and operation number when you hover over any part of the 
tool motion. Green and red arrows display at the start and 
end points of the entire path. When hovering over an element 
that is not an endpoint, a tooltip will display information that 
is specific to the entity.

 To simplify your work, Tplanes are now associated to the 
Solidworks geometry that was used to create them. When 
a modification to the Solidworks geometry affects multiple 
planes, Mastercam for Solidworks displays a message asking 
you to confirm your changes. 

 
CAD Functions
The Mastercam 2017 tab now includes a CAD Functions 

menu which contains the Create Boundary and Create  
Letters functions. These will create Solidworks geometry.  
The Roll-Unroll function is used to wrap geometry about  

an axis or to unwrap rolled entities to make them lie  
flat. Mastercam creates a sketch from the resulting  
geometry.

The distributors of both Mastercam and Solidworks in 
South Africa held a launch for the new Mastercam 2017. 
Some of the users that attended are seen below.

For further details contact Mecad Systems on  
TEL: 086 111 2236 or visit www.mecad.co.za

Sandy Moffat of CNC Software Mastercam,
Freek van den Berg of Mecad Systems and
David Miller of CNC Software Mastercam

Lodewyk Jansen van Vuuren of Mecad Systems,
Nico Duvenhage of Iscar, Christo Moolman of Hurco South Africa 

and Alberto van Zyl of F&H Machine Tools

Riaan Prinsloo, Greg and Domonic Vertue, all of Syd Vertue & Son 
with Charles Brummer of Denel

CNC Software has released both the Mastercam and Mastercam
for Solidworks 2017 Update 1. This release addresses software defects identified

since the initial release of Mastercam 2017.
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Neuenkamp is a specialised blade and knife  
manufacturer of high precision tooling for strip slitting, 
side trimming and cut-to-length-lines. Neuenkamp have 

been manufacturing high precision longitudinal, slitting and 
side trimming tools for over 90 years on the same site in 
Remscheid, Germany. Today, Neuenkamp is a leading  
manufacturer in the field worldwide.

The main industrial sectors targeted by the company are 
steel and non-ferrous metals processors. Special expertise 
is involved in the design and manufacturing of product with 
thickness tolerances accuracies down to ± 0.0005mm  
(half a micron) and the best possible surface finishes that 
increase knife performance and life. As a standard feature, 
slitter knives and spacers up to 420mm diameter have a 
thickness tolerance of ± 0,001mm and parallelism and  
flatness are within 0,002mm.

Roll shear knives are manufactured to a thickness  
tolerance of ± 0.001mm and for special requirements knives 
with a thickness tolerance of ± 0.0005mm can be supplied. 
Roll shear knives are manufactured up to 600mm  
(24.00 inches) in diameter for slitting and edge-trimming 
lines, using special metallurgies for forged tool steels, high 
speed steels, high performance steels and special metals as 
well as carbides. Knives are available with ground, lapped or 
polished side faces.

“We have been Neuenkamp’s agents in South Africa for 
the last four years and the company has benefitted from  
having a dedicated slitting expert concentrating on  
marketing and selling their products,” said Rob Barclay of 

Ideal Trading 253cc.
“We have been assisting, guiding and educating local 

companies on the best options of tooling they require to  
maintain and grow their position in the market. We have  
presented the Neuenkamp Technical Slitting Theory seminars 
at various companies who realise the importance of having 
ongoing in house training for their employees responsible for 
slitting. This training takes place in the training room as well 
as on the shop floor. Candidates benefit by having a better 
understanding of, firstly how quality tooling can assist them 
in producing quality slit material. Secondly, the slitting team 
members learn to appreciate the importance of the correct 
handling and care of the precision slitter tooling so as not to 
damage the tools. Thirdly, candidates learn more about the 
functions of each tool that comprise the “set up” on the  
slitter.”

“It is amazing to see how candidates respond to the 
opportunity of learning more. There are three important  
factors that come into play for quality slitting to be achieved. 
Namely the slitting machine including the tooling, the material 
being slit and the men or team that operates and maintains 
the equipment.”

“Slitting has been thought of as an art, but it is  
increasingly becoming recognised as a science. Because of 
the advances in equipment, tooling and software, it is now 
possible to control the variables and to improve the slitting 
process to achieve results never before possible.”

“The most important variable is the horizontal clearance 
between the knives as well as the vertical clearance.  

Neuenkamp roll shear knives
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Poor quality tooling will result in inconsistent and  
inaccurate clearance settings that will produce poor quality 
slit strips.”

“Having the correct spacer sizes in the tooling inventory 
is of the utmost importance. When slitting thin gauges with 
clearances of 0.02mm or 0.03mm there has to be spacers in 
the inventory to allow for these clearances.” 

“With poor quality tooling or tools in a bad condition or 
not manufactured to the correct specification, it is very hard, 
if not impossible, to get accurate clearance settings. When 
using poor quality tooling not manufactured to the correct 

tolerances, so much time is wasted fixing setups. It is always 
better and less costly to do it right first time.”

“If you want good slit edges, have the right tooling, look 
after the tools, maintain and keep them in good condition.”

The Neuenkamp range includes rotary shear knives,  
stripper rings — bonded and loose — separator discs and  
spacers, knife collar systems, knife quill sets, straight knives, 
knife polishing, software — CamB tooling assembly software — 
and tool storage systems.

For further details contact Rob Barclay on 082 605 9418 
or visit www.neuenkamp.de

Productivity is the key to the competitiveness for every 
company. Production technologies are the source for 
innovation, differentiation, ensuring the clients’ loyalty 

and facilitating the capacity to acquire new clients for the  
customers. Amada not only creates machines but also 
answers specific needs by delivering “tailor-made” solutions. 

Their main concept at EuroBLECH 2016 was “Creating the 
customers value using Amada’s latest machines and  
processing technologies.” They introduced fiber laser-cutting 
and welding machines, a combination machine, press brakes, 
and the new VPSS 3i software, the sheet-metal engineering 
system that can simulate all the processing operations at 
once. In addition Amada showed some sample workpieces 
with accumulated know-how of processing technology.

Also on display was an overview of Amada’s IoT, 
“V-factory” that was shown as a ‘Smart Factory’ concept. 

Eight latest technology Amada machines and Amada Miyachi 
products were on show in live operation. 

Amada LCG AJ series fiber laser cutting machine — 
expanding the fiber laser machine line-up

The new line-up of LCG-3015AJ flatbed laser cutting 
machines, equipped with 6kW and 9kW fiber laser oscillators, 
offer high cutting speed, low running costs and the ability to 
cut copper, brass and titanium. The LCG-AJ sets a new  
benchmark for performance and price at this level of  
investment, ensuring optimum productivity and value.

New machines have been added to the LCG AJ line-up in 
order to make it a comprehensive range now including 2kW, 
4kW, 6kW and 9kW powers. The LCG-AJ 6kW and 9kW have a 
lightweight Y-axis carriage with low center of gravity providing 
a 30% weight reduction.

With a positioning 
speed of 170 m/min, 
the fastest in class, 
they are also low  
energy consumers 
thanks to the  
efficiency of Amada's 
fiber laser technology. 
Finally, the automation 
of part picking and  
sorting reduces  
production time and 
increases efficiency.

For further  
details contact  
Amada JHB  
South Africa on  
TEL: 011 453 5459  
or www.amada.com

The entire production process 
with Amada machines and 

latest processing technologies
“Creating the customers value using Amada’s latest machines

and processing technologies.”

The new line-up of LCG-3015AJ flatbed laser cutting machines,
equipped with 6kW and 9kW fiber laser oscillators, offer high cutting 

speed, low running costs and the ability to cut copper, brass and titanium
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Following the very successful  
introduction of the Iscar MillShred 
P290-18 milling cutters that carry 

18mm inserts, prompted by customer 
demand, Iscar has expanded the popular 
line by introducing new tools that carry 
smaller 12mm inserts.

The new P290-12 tools are available 
in the following configurations:

• P290 EPW-12 endmills in  
 20, 25 and 32mm diameters

• P290 EPW-M.-12 interchangeable 
 milling heads with FlexFit  
 adaptation in 20, 25 and 32mm  
 diameters

• P290 ACK-M extended flute endmill with a FlexFit 
 threaded adaptation in 32mm diameter

• P290 ACK-12 extended flute in 25 and 32mm  
 diameters

• P290 SM-12 extended flute shell mills in 32 and  
 40mm diameters

• P290 FPW-12 face mills in 32, 40 and 50mm  
 diameters

The tools feature coolant holes directed effectively to the 
cutting zone, whilst Hard Touch coating provides smooth chip 
flow and protection from corrosion and wear.

The efficient new inserts are based on the successful  
original design of the 18mm P290 inserts and deliver all of the 
larger inserts’ principal advantages. When the new tools are 
used with the serrated edged P290 ACKT 1204PDR-FW inserts, 
they produce very small chips. 

They are the ideal solution for machining very deep cavities 
as the resulting chips can easily be removed from the  

machining zone. They also deliver  
effective chatter dampening abilities, even 
when positioned at very long overhang 
positions. 

The serrations on the P290 inserts’ 
cutting edges are designed to provide an 
overlapping effect between all adjacent 
tool pockets, providing a “fully effective” 
cutter configuration. 

Unlike other serrated, currently  
available edged inserts, the  
P290 ACKT PDR-FW inserts do not  
require any special mounting  
instructions, and can be clamped on any 
pocket. This feature simplifies tool  
assembly and eliminates insert indexing 

errors that can cause tool destruction.

The new inserts are available in the following  
cutting geometries:

• P290 ACKT 1204PDR-FW insert with serrated cutting  
 edges, designed for roughing operations on a wide  
 variety of materials, including titanium.

• P290 ACCT 1204PDR-TL insert with reinforced straight  
 cutting edges, designed for rough and semi-finish milling.

• P290 ACCT 1204PDR-HL insert with a standard,   
 straight-edge for finishing cuts.  

The new P290 inserts are produced from Iscar’s latest 
Sumo Tec carbide grades that ensure high productivity. The 
smaller diameter P290-12 tools can successfully replace  
HSS tools by offering much higher material removal rates and 
by ensuring improved productivity.  

For more information contact Iscar South Africa on  
TEL: 011 997 2700 or visit www.iscar.com

Smaller inserts for Iscar’s popular MillShred range

Salvagnini: smart solutions to make a smart factory

Salvagnini, known for its ability to read the signs of the 
market well in advance, interpret them and cater to 
developing needs with original, tangible solutions,  

presented a range of machines and solutions ready to tackle 
the challenges of the fourth industrial revolution Industry 4.0, 
once again demonstrating its innovative spirit and its key role 
in the development of sheet metal machine tools. 

In Salvagnini’s take on Industry 4.0 the key indeed is not 
getting machines to talk to each other, as connectivity is their 
“native characteristic” and has since the beginning been  
implemented following the latest technologies and most 
advanced protocols. The challenge that the company took on 
several years ago, in the wake of the first signs of Industry 4.0, 
was mostly to define the contents of  
communication and the use of 
data, in order to make 
the systems easy to 
use, productive,  
efficient; adaptive, in 
order to offer automatic 
and flexible solutions, 
able to respond to the 
market’s needs but also to 

grow and evolve with the customer’s business.
In this sense, the huge development efforts in recent years 

to make Salvagnini’s solutions suitable and ready for the new 
manufacturing challenges, has made the company focus more 
and more on the topic of factory digitalisation, its target being 
not only productivity but also extending applicability and most 
of all ease of use, production, programming and maintenance.

On show at EuroBLECH 2016 were smart systems, capable 
of exchanging data and information with each other, like for 
example FlexCell, a flexible production cell, combining integrated 
fiber laser cutting, bending and press-braking thanks to the 
systems communicating with each other with a single proprietary 

software. The completely automatic  
FMS S4+P4 production  

line and the electric  
P1 panel bender  
completed the example 
of a Salvagnini smart 
factory at Hanover.

For further  
information contact PIM 

on TEL: 011 022 4648 or 
visit www.industrialmachinery.co.za 
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Helping to tackle the toughest 
cast iron applications, the 
Kennametal’s Mill 16 comes 

with a wedge-style lamping system, 
numbered pockets and inserts and 
an open pocket design to increase 
chip flow in heavy roughing.

Mill 16 is a face mill developed 
not only for CGI, but for all types of 
cast iron and is a popular choice for 
gear boxes, housings, pump bodies, 
and other components used in the 
automotive, agricultural, and heavy 
equipment sectors.

The Mill 16 has a fine-pitch and 
medium pitch cutter body equipped 
with an innovative single-screw, 
wedge-style clamping system. This 
reduces time spent in the tool crib 
setting the tool and assures rigid, 
no-fail tool placement. Each pocket 

on the cutter body is numbered, as are each of the insert´s 
cutting edges, assuring maximum accuracy and ease of use 
when indexing to a new cutting edge.

The heart of the Mill 16 is an octagonal, double-sided 
insert with 16 effective cutting edges, providing the lowest 
tooling cost per part possible. The face of each cutting edge 
contains an aggressive chip-breaker for positive cutting action 
and increased chip flow. The wedge clamp on either side of 
the insert´s top face is likewise chamfered to improve chip 
evacuation.

Mill 16 is available in cutter diameters ranging from 50 to 
250mm. Kennametal has rated the 

maximum axial depth of cut 
(Ap1) at 5.5mm, although 

depths to 

9mm or greater are achievable, an important consideration 
where casting variation is a concern. Due to the cutter´s low 
cutting forces, up to 100% radial cutter engagement is  
possible. All cutters have internal coolant supply capability.

The carbide is new as well. Kennametal´s grade KCK20 
is a PVD AlTiN/AlTiCrN multilayer coating bonded to a wear 
resistant substrate which provides an average tool life of 30% 
greater than comparable TiAlN-coated grades.

A wide assortment of insert edge preps, geometries, 
corner radii, as well as a number of complementary grades 
assure the Mill 16 is a top performer in a variety of  
machining conditions, from heavy roughing to semi-finishing 
and, because of the insert´s integrated wiper facet,  

fine finishing to Ra 3.2μm or better.
During a dry machining operation on a ductile 

cast iron plate using Mill 16, feed rates  
were increased by 41% and tool life  

doubled. A grey iron transmission 
case was machined at a feed rate of 

0.39mm per tooth at a cutting speed 
of 208m/min, leading to reduced 
spindle loads compared to the  
legacy tool and slightly improved 
tool life. Switching to Mill 16 more 

than doubled metal removal rate and 
tool life on a water pump housing.

For more information contact 
Kennametal South Africa on  

TEL: 011 748 9300 or visit  
www.kennametal.com

Latest machining tool shows its metal — 
Kennametal’s Mill 16 face mill

The heart of the Mill 16 is an octagonal, 
double-sided insert with 16 effective cutting edges, providing 

the lowest tooling cost per part possible






