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At a recent press conference held locally to 
promote the EMO 2017 exhibition that  
takes place in Hannover, Germany in 

September 2017, I think the presenter was 
astounded that one of the attendees admitted that 
he had not heard of Industry 4.0. I am not surprised 
as the hype around this initiative stems from a 
research project in Europe after German Chancellor 
Angela Merkel, in conjunction with her ministers of 
industry and education, ordered a study about the 
manufacturing environment a few years ago. 

Developing what could conceivably be 
the prototype for industry, ideally suited for 
implementing data-driven manufacturing within the 
industry, the German-led initiative is to bring leading 
industrial companies, top universities and technical 
institutes, and government bodies together to 

create the infrastructure and standards that facilitate implementing the Industrial 
IoT (Internet of Things) in Europe’s factories. And Europe believes that the rest of 
the world should be participating.

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.

I have come to learn that the technologies within Industry 4.0 include  
advanced robotics and artificial intelligence, sophisticated sensors,  
cloud computing, the Internet of Things, data capture and analytics,  
digital fabrication (including 3D printing), software-as-a-service and other new 
marketing models, smartphones and other mobile devices, platforms that use 
algorithms and the embedding of all these elements in an interoperable global 
value chain, shared by many companies from many countries.

They say that: “Collecting, analysing and sharing data represent the essence 
of data-driven manufacturing, because this kind of information leads to better 
decisions about production processes. 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 last few international exhibitions that I have attended have had Industry 
4.0 and the Internet of Things (one cannot operate without the other) very visible in 
the publicity, and many exhibitors were eager to show how their products will help 
customers be part of the fourth industrial revolution. 

However, on my recent trip to Europe to visit some high-end CNC metal 
shaping machine manufacturers I questioned the OEMs on this very subject. It was 
very interesting to note their varied opinions but for one point that they were all 
unanimous on and I sum it up in the next paragraph.  

“The unchanging objective in metal cutting manufacturing is to further increase 
productivity, creating added value for the customer. That is the reason for continual 
new and further development of machine tools and for complementing them with 
optional extensions for added capability. We have been monitoring the machine 
workings for decades with industrial automation integrators such as motion controls 
and sensors.”

My real question is then whether Industry 4.0 is just another terminology for 
money-making initiative from Europe? After all the US have had MTConnect, which 
is essentially the same shop floor information system as Industry 4.0, since the 
initial version of the standard was introduced at IMTS 2008, where early adapters 
demonstrated “plug-and-play” connectivity among various pieces of equipment from 
multiple suppliers. Subsequently MTConnect  
has advanced rapidly. To quote a US editor:  
“MTConnect is real, proven and well-established  
— not a theory or a proposal or a vision.”

EdITOR’S   cOMMENT
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In the precision, no-room-for-error world of aerospace,  
manufacturers need sophisticated tool presetting like  
airplanes need wings. Yet, you wouldn’t know it by visiting a 

cross-section of shops doing this work. I’ve seen spacecraft 
manufacturers that use manual benchtop presetters, while 
those that produce refreshment carts rely on a full CNC  
presetter. A little confusing, right?

Admittedly, selecting the right presetter can only be  
done by looking at particular needs, and the variables are 
many: who is setting the tools; the number of tools set in a 
day; the level of automation of the machines it will support; 
the potential need for traceability of tool settings or to  
manage tooling and consumables at the presetter.

As with any substantial 
investment, you of course 
have to also look at cost  
versus return. For example, 
one shop could spend  
$10 000 on a presetter to 
support a $1 million  
machining center because 
all that’s needed is a  
starting length for the laser 
installed in the machine —  
it does the job.

Then again, say you  
purchase a $30 000  
presetter to support the 
same machine. Now you 
can accurately measure and 
adjust runout (something an 
installed laser cannot do) 
and therefore increase tool 
life. Now, consumable costs 
for that machine are cut by 
40 - 50%.

Since many aerospace 
manufacturers have a lot 
of machines (many being 
legacy machines) and a 
whole planeload of tools, the 
best tool setting practice is to have a tool crib. This keeps all 
tooling and consumables together and helps ensure they are 
at the machining centers when they are needed, promoting 
virtually uninterrupted production. A full CNC presetter makes 
the most sense as well — throughput is high, setup is always 
accurate to the desired tolerance and it puts the option to 
trace setups at your fingertips.

Let’s look at some real-world examples of aerospace  
manufacturers that have realised the virtues of CNC  
presetting and successfully integrated them. Because of the 
nature of the business, I’m withholding customer names,  
locations and any other sensitive information.

Company A uses a large number of multiple insert  
cutters, most between 12 and 36 inserts. In order to  
maximise tool life and reduce costly titanium scrap,  

every cutter requires 100% inspection of all inserts.  
By adding a full CNC presetter they were able to do this  
while the crib operator was replacing the inserts on the next 
cutter. Now they can also determine when a cutter body is 
worn to the point that it will affect part quality and catch 
incoming cutters that are not made to spec before they  
disrupt production. And because the presetter is doing the  
full inspection, they have a record of the measurements for 
every single cutter with years of history if the need arises 
because of an audit.

Company B used to maintain a complete set of tools for 
every part they manufactured. By adding a full CNC  
presetter with shrink fit capability, they’ve been able to put  

all the tooling into the 
database with the  
complete list of  
components and have  
setups ready and  
waiting for production, 
even if they only see them 
once every couple of years. 
The presetter / shrink fit 
hybrid has also enabled a 
single setup of tools to an 
accuracy of +/- 0.005mm. 
Component disassembly 
and storage has even 
been streamlined so that 
the overall assembled 
tool inventory has been 
reduced by half.

Company C needed  
a way to send updated  
tooling information  
seamlessly to the  
machining center without 
the chance of human error. 
We introduced them to a 
CNC presetter with  
radio-frequency  
identification (RFID)  

technology. It reads the small RFID chip attached to the  
tool then automatically identifies the correct measuring  
programme, measures the tool and writes the dimensions 
back onto the RFID chip so that the machining center can 
read this info as the tool is loaded back into the tooling chain. 
We were then also able to monitor the returning tools for the 
tool life and generate a report to find trends that point to 
potential problems with tool bodies, cutters or possibly even 
the machining center spindle.

As you see, there are a lot of different ways to use  
CNC presetters and they unlock even more efficiencies  
and opportunities for improvement. They are certainly  
an investment, but, especially for companies doing  
aerospace work, they pay for themselves in relatively short 
order.

VIEW   POINT

By Doug Sumner, Product Manager Tool Measuring Systems, Big Kaiser Precision Tooling Inc.  
This article was first published in the January 2017 edition of Manufacturing Engineering magazine.

The benefits of tool presetting
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Formagrind is a subcontractor  
that is certainly playing its part  
in supporting the local  

manufacturing community. The  
company has recently won a  
significant order that has led to the 
delivery of two Hurco machining  
centers and new tooling innovations 
from Mitsubishi Materials. 

Tooled up for production
Like many subcontractors, 

Formagrind was primarily using the 
services of a local distributor that sold 
multiple tooling brands without the 
required expertise to best service the 
end user. The frequency with which 
Formagrind was processing  
materials such as molybdenum,  
tantalum, titanium, inconel and 
other difficult-to-cut materials was 
increasing and made the situation 
more prominent. At this point, the 
company called upon the expertise of 
Mitsubishi’s local application engineer Jason Gardner, for  
support. The expertise and the consequent results have  
seen the Formagrind tooling spend on Mitsubishi products 
rise from 10% to beyond 80% of the total spend in just  
over five years.

“Our tooling spend wasn’t truly measured or qualified 
and we set about using the experience Mitsubishi offered 
to set performance parameters and structures. Initially we 
trialed Mitsubishi’s face mills with huge success. Jason from 
Mitsubishi then recognised that our existing aluminium  
roughing end mills were also under-performing compared 
to the potential of Mitsubishi tools. He implemented the 
Alimaster aluminium roughing end mill range on a long-term 
satellite project for a major aerospace customer, and the 
material removal rates were nothing short of brutal.  
The success of the face mills and the Alimaster cutters  
gave us complete confidence in both Mitsubishi tools and  
the local engineer,” said Formagrind’s shop floor manager 
Mike John.

The confidence that Formagrind has in Mitsubishi  
products has seen the subcontractor evolve from an  
occasional purchaser of Mitsubishi tools to a consignment 
stock customer with a complete range of solid carbide end 
mills, indexable end and face mills, plus high quality back-end 
tooling. Additionally, in April, an Autocrib vending system to 
store and automatically re-order tools was installed. 

Mitsubishi guarantees “lights-out” production
The base plate and corresponding top plate cover units 

that clamp the automotive electronic assemblies were initially 
required in a batch size of 105 bases and 160 cover plates. 

INduSTRy   NEWS

cover story

A success story 
through partnership

Subcontractor has “steely determination” to succeed.

Andrew Probert on the left with Robert Owen on the right
discussing tooling in front of the new Hurco VMC

A 0.5mm diameter tool machining apertures on base plates



With over 14 hours of machining for each base and one hour 
50 minutes of machining for each cover plate, Formagrind 
realised that it needed to run its new Hurco VMX30Mi 
machines 24 hours a day, seven days a week for almost two 
months. With iMachining optimising the process and the 
Hurco machines purchased for the project, the key factor for 
unmanned lights-out production was the cutting tools. 

Formagrind developed a fixture to clamp and subsequently 
machine two 300mm by 200mm by 9.5mm thick base plates 
at a time. The grade two titanium plates are firstly machined 
with a Mitsubishi 8mm diameter solid carbide four flute  
VQ Series end mill at a 4.5mm depth of cut with a 1.2mm 
step-over and a feed rate of 1400mm/min. After almost two 
hours of non-stop machining, the 8mm tool is followed by 
a 4mm and a 3mm diameter VQ end mill for the remaining 
machining of the finite details. Once the surface and the 
respective details are complete, Formagrind uses the 2,  
3.5 and 4mm diameter VQ end mills for rough and finish 
machining the pockets that are waterjet cut prior to  
machining as this reduces on-machine times. For the  
smallest details, a 0.5mm diameter MS2-XLB end mill is  
used. With a total machining time of 9 hours for the top-face 
of the two parts, tool life is critical. 

“We consulted with Mitsubishi at the very start of the  
project and they recommended the VQ end mills for the  
majority of base plate operations. For us, the ability to  
confidently run unmanned for prolonged periods was crucial. 
Tool life is an essential aspect of this. We couldn’t afford to 
have a tool breakage mid-cycle, as this would potentially  
scrap the parts and impact on the tooling in the following 
sequences. To this end, we change the tools after each pair  
of bases even though tool wear is hardly noticeable after  
14 hours of machining,” said John.

As for the smaller top guide clamps, Formagrind created  
a fixture to machine 10 guides in a single set-up. On the  
top guides, the first stage machining is done with a  
6mm diameter VQ Series end mill at a 4.5mm depth of cut for 
a total machining time of 1 hour 50 minutes. Again, this is  
followed by 3, 3.5 and 4mm diameter VQ end mills for the 
other machining and pocket milling whilst a 2mm diameter 
VFH long neck series with a 0.5mm radius and a variable 
helix is applied to finishing the detailed features. During this 
process, the 3.5mm VQ end mill has a run-time of 55 minutes 
and it hasn’t been changed through the complete project, 
demonstrating a staggering tool life of 550 minutes on  
titanium. Additionally, the 6mm roughing tool has conducted 
4.5mm deep roughing throughout the complete batch —  
returning over 20 hours of machining even at these testing 
parameters.

“Mitsubishi have an excellent reputation for their solid 

carbide end mills and we can clearly see why. Without the 
truly impressive VQ range and the support from the Mitsubishi 
engineer, meeting the deadline of this project would have 
been more of a challenge. The final base plates and top plate 
covers have now been delivered with a total machining time of 
2 400 hours. The customer is now moving to the next generation 
electrical assembly and we will once again be providing the 
clamping bases and guides for this project. Luckily, we have 
Mitsubishi tools in our corner,” concluded Mike John.

The Mitsubishi VQ series are vibration control end mills 
for difficult to cut materials. There are nine types in the series 
used for square corner, ball nose, corner radius and roughing 
operations and range in diameter from 0.2 to 25mm.

For further information contact Multitrade Distributors on 
TEL: 087 803 2377 or visit www.multicarb.com
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Trumpf Inc. one of the  
largest manufacturers  
of fabricating machinery  

in the United States has 
announced that it has  
manufactured the 1 000th 
TruLaser 1030 fiber laser,  
less than 8 years after the  
first machine was assembled.  
The significant connection for 
South Africa is that the customer 
is Federal Mogul Sealing, based in 
Port Elizabeth, Eastern Cape.

The TruLaser 1030 was  
developed at Trumpf in the  
United States and was first  
introduced with a TruCoax laser  
in May of 2009. This  
configuration can be found  
on 563 of the 1000 machines  
manufactured by Trumpf. 

 
In the early stages of development, the machine was only 
equipped with a fixed table inside for material support. Soon 
after the machine made its debut, customers requested 
expanding its material handling capabilities. Not having  
pallets was simply no longer an option for the machine’s  
potential. A single pallet, and later a fully automatic pallet 
changer providing material loading and unloading was  
developed and implemented as a machine option. 

In August of 2011, production of the TruLaser 1030 fiber 
began. Both machines allowed Trumpf to reach a new customer 
segment and enable them to grow into higher performance 
machines. To date, one-third of the machines have been sold to 
the North American market, followed by Germany, China,  
and India.

The 1 000th machine is bound for Federal Mogul Sealing 
in Port Elizabeth, South Africa. The company is a division of 
Federal-Mogul Holdings LLC, a global supplier of products and 
services to the world’s manufacturers and servicers of  
vehicles and equipment in the automotive, light, medium and 
heavy-duty commercial, marine, rail, aerospace, power  
generation and industrial markets.

This South African location manufactures automotive  
parts such as connecting rods, cylinder liners, engine bearings, 
piston rings, pistons, technical textiles, transmission products 
and valve seats.

Trumpf Inc. is the USA subsidiary of the Trumpf Group,  
a global high-technology company manufacturing  
machine tools, lasers and electronics for industrial  
applications.

For more information contact Retecon Machine Tools  
on TEL: 011 976 8600 or visit www.retecon.co.za or  
visit www.trumpf.com 

1 000th Trumpf TruLaser 1030 
fiber laser bound for South Africa

The customer is Federal Mogul Sealing in Port Elizabeth, Eastern Cape. 

The Cape Chamber of Commerce and Industry has  
welcomed the new powers given to its “copper heads” to 
enter the premises of scrap and second-hand goods  

dealers to search for stolen copper.
“I hope this will lead to the conviction and jailing of some  

of the people responsible for the destruction of the City’s  
infrastructure,” said Ms Janine Myburgh, President of the 
Chamber.

The City’s special unit to combat copper theft, known as 
the copper heads, has been successful in dealing with the 
problem at a low level but not with the dealers and organisers 
of the theft syndicates.

“Copper and cable theft is a huge problem in Cape Town 
as every person who uses the suburban trains knows. It is a 
form of sabotage and the authorities have been reluctant to 
use really tough measures. Requests for a 40% tax on exported 
copper scrap have been rejected even though the countries 
that buy our copper use similar taxes to stop the export of their 
own scrap copper.”

She pointed out that the demand for copper was increasing 
and there was a case to ban exports of scrap altogether. “We 
need that copper here to make things like solar water heaters.”

The search and seizure powers were gazetted as an 
amendment of the Second-hand Goods Act.

Cape Town’s “copper heads”
have new powers to

search for stolen copper

 Staff from Trumpf USA in front of the 1 000th Trumpf TruLaser 1030 fiber laser bound  
for South African customer Federal Mogul Sealing in Port Elizabeth, Eastern Cape





10   METALWORKING NEWS   v 16. 1   March 2017

Turkish metal fabricating 
machinery manufacturer  
MVD Makina Sanayi A.S —  

a family owned business based in 
Konya, Turkey — has announced 
that it will now be represented in 
South Africa by MVD Machinery 
(Pty) Ltd South Africa to market 
and service its range of equipment 
in the local market.

“After initial meetings at 
EuroBLECH 2016 we then  
formalised our agreement with 
MVD Makina Sanayi A.S at the 
beginning of the year,” said  
Carlos Figueiredo, who has over  
20 years experience in the  
marketing of sheet metal  
machinery in South Africa.

“The company has been  
manufacturing equipment since the 1950’s and focused 
on manufacturing sheet metal fabrication equipment in the 
1970’s and is now one of the leading manufacturers of this 
type of equipment in Turkey with installations and  
representation in over 70 countries. Additionally, the  
company has been CE compliant since 2001 and is  
ISO 9001 certified.”

“MVD currently manufacturers approximately  
350 machines per year and exports to all major markets. The 
range of equipment that they manufacture includes CNC fiber 
laser cutting machines, CNC punching machines, CNC press 
brakes, CNC plasma cutting machines and shears.”

“The company manufactured its first fiber laser cutting 
machine in 2012 and now has a range of machines covering 
bed sizes of 3 x 1,5 metre, 4 x 2 metre and 6 x 2 metre.  

The power source of the machines is IPG Photonics, which 
we all know is fitted to most laser cutting manufacturers 
machines. We will be able to supply machines from 2kW up 
to 8kW. The cutting heads on the machines are supplied by 
Precitec, again a company that is associated with most of the 
manufacturers of fiber laser cutting machines. So you can see 
MVD have not compromised on quality on their machines.”

“Press brakes we are able to supply range from  
40 ton x 1,2 metre right up to 1 000 ton x 6 metres and even 
larger, if required, for special applications including tandem 
machines. The machines are available with ESA, Cybelec or 
Delem CNC controls, depending on what the client’s  
preference is.”

“The CNC turret punch press machines are supplied in two 
sizes, both with a 30 ton press capacity, but different turret 

Turkish metal fabricating
machinery manufacturer 

MVD Makina Sanayi A.S 
now represented in South Africa
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layouts and a maximum 
of 32 tools, according to 
the customer’s needs. 
The bed sizes are  
1 250 x 4 000mm or  
1 250 x 5 000mm  
(both with repositioning). 
Shears can be supplied 
from 2,5 metres 4mm 
thickness right up to  
6 metres 20mm  
thickness and also bigger sizes on special application.”

“The CNC plasma machines are available in sheet sizes 
3 x 1,5 metres, 4 x 2 metres and 6 x 2 metres and bigger for 
special applications. The high definition power source ranges 
from 120 Amp to 400 Amp.”

“For all of the equipment that the company  
manufactures, MVD makes use of high end European  
components that are manufactured in Germany, Italy, 
Switzerland and the Netherlands. All machines are designed 
and analysed with 3D supported computer aided programmes 
and the machining of components is done on the latest  
generation CNC machining centers.”

“Turkey has a buoyant manufacturing sector for this type 
of equipment, which was evident by the number of exhibitors 
at EuroBLECH 2016. MVD is operating in a competitive space, 
with a number of them already having a presence in South 
Africa, so they have to try and stand out with offering quality 
machines.”  

“The company already has machines operating in  

South Africa and 
although MVD 
Machinery (Pty) Ltd 
South Africa is a  
relatively new company 
with my experience and 
contacts, as well as 
those of our sister  
company, Ficar Precision 
Tooling (Pty) Ltd which is 
the local distributors for 

Rate Tooling Ltd and has been distributing a range of  
CNC punch tooling for all OEM manufactured machines, we 
intend to make inroads into the market.”

Euram Press brake tooling
“MVD Machinery (Pty) Ltd South Africa has also been 

appointed as the exclusive distributor for the Euram Press 
brake tooling. The Italian manufacturer has over 25 years of 
experience in the worldwide market in the sheet metal  
bending and press brake tooling sector. The company designs 
and manufactures standard tools for all types of machines 
and special tools up to 6.1 metres long.”

“There are plans for us to have our own showroom soon 
and as for the servicing of the machines, I am qualified to do 
that, and we have a number of service technicians that we 
use regularly and can sub-contract to on top of this.”

For further details contact Carlos on 084 587 3791, email 
carlos@mvdmachinery.co.za or visit www.mvdmachinery.co.za 
or the Facebook page MVD Machinery (Pty) Ltd South Africa.
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A landmark agreement between  
a leading South African  
cookware manufacturer 

Hendler & Hart (Pty) Ltd and  
the number one provider of  
cookware globally  
Groupe SEB (Pty) Ltd, will see  
the local company spearhead  
the sales and distribution of  
the premium range of  
Tefal / T-fal and KRUPS brands 
into Southern Africa.

Hendler & Hart (Pty) Ltd, which 
celebrates its 125th anniversary 
in 2017, currently manufactures a 
broad range of aluminium and  
stainless steel products. The company’s 
core brands — Hart, Aloe, CaterPride, Impala and 
Pointerware — are deeply embedded in the current lives and 
memories of millions of South Africans.

“Our new association with SEB is of significant strategic 
value in light of our goal to grow our presence in previously 
untapped South African market segments,” says  
Hendler & Hart CEO Nash Soni.

“This stems from the fact that to date, our primary  
target market has been the lower to middle income consumer 
base but as this market undergoes rapid socio-economic 
advancement, we’ve realised that there is a gap in  
our current offering for a  
premium range of  
products that will better 
serve the burgeoning  
middle to upper income 
consumer base in  
South Africa.”

A perfect partnership
“South Africa has 

always been a key  
market for Groupe 
SEB in terms of its 
size and  
attractiveness, 
however, it is 
also a very 
competitive 
market.  
That is  
why we  
have chosen 
to go  
through a 
partnership 
with a  
local  
distributor 
and we  
strongly 
believe 

Hendler & Hart is the best partner in South Africa for  
cookware,” said Eugène de Parscau Groupe SEB Vice 
President for Africa.

He cites the company’s knowledge of the local market and 
consumer mindsets stemming from 125 years of operation, 
their experienced team, strong relationships with retailers and 
a wide distribution network extending into neighbouring  
countries (Botswana, Namibia, Lesotho, Zimbabwe and 
Swaziland) as key factors that make Hendler & Hart the best 
partner for Groupe SEB in South Africa.

From a product portfolio perspective, the agreement  
with SEB will also allow Hendler & Hart to add a range of 
innovative new products to its current offering, incorporating 
features such as resistant non-stick coatings and  
Tefal’s patented Thermo-Spot® technology.

Two year re-engineering process
In this manner, Hendler & Hart is committed to staying  

relevant through innovation. Further proof of this is its plans 
to implement a substantial two year re-engineering process  
at its Boksburg manufacturing plant based on the concept  
of constant improvement. A key focus will be the  
enhancement of the stainless steel line producing the  
ALOE range of products benchmarked against the best in  
the world. 

This will allow the plant to manufacture in line with  
modern processes and adapt to new technological  
improvements in products that the market demands,  
for example, induction cookware. The overall aim is to 
increase productivity by at least 20% and create a far  
more agile production process, resulting in it being able  
to meet the ever changing market needs and sectoral 
demand.

“We continue on a strong growth path despite tough  
market conditions and we believe this new venture will not 
only be beneficial to both our companies but also to our  
trading partners,” said Soni.

For further details contact Hendler & Hart on  
TEL: 011 898 6300 or visit www.hendler.co.za

Dawn of a new era 
for 100% South African cookware manufacturer

Pots that have been manufactured at Hendler & Hart

Tefal coated frying pan
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This year marks the 50th anniversary of 
Iscar South Africa, one of the country’s 
leading suppliers of precision carbide 

metalworking tools. The company distributes 
its products from its head office in 
Longmeadow Business Estate — North, its 
branch offices situated in Cape Town, Port 
Elizabeth, Durban and Vereeniging and via a 
comprehensive network of distributors.

Iscar, a company within the IMC Group 
that is owned by one of the strongest  
investment groups in the world — Berkshire 
Hathaway Inc. — and is headquartered in 
the Tefen Industrial Zone in Israel’s Western 
Galilee, opened its South African subsidiary in 
1967. Since then the company has remained 
loyal to the South African metalworking  
engineering industry, including during the 
height of sanctions, with a continuous  
supply of tooling for 50 years.

Iscar is one of the world’s leading  
producers of metal removal technology and is 
the largest of the 15 companies comprising 
the IMC (International Metalworking Companies) 
Group. Together, they supply a comprehensive 
line of precision carbide metalworking tools. 
These companies produce a wide range of  
carbide inserts, carbide endmills and cutting 
tools, covering most metal cutting applications. IMC also  
provides engineering and manufacturing solutions to major 
industries throughout the world. Many innovative products, 
designed specially for customer requirements, have made  
IMC a world leader in the major manufacturing industries such 
as automotive, aerospace and die and mould production.

Today Iscar is a full line tooling supplier offering a complete 
product line for all types of machining applications including 
turning, grooving, parting off, drilling and holemaking, tooling 
systems, and more.

“Iscar South Africa has benefited enormously from being 
part of a company that has expanded from a single marketing 
and manufacturing facility in Israel to a multinational  
company comprising 140 subsidiaries with representation in 
50 countries. Iscar now has 30 highly automated production 
facilities around the globe including facilities in Israel, France, 
Germany, Italy, The Netherlands, Spain, Switzerland, Turkey, 
United Kingdom, Argentina, Brazil, United States of America 
and South Korea,” said Gavin Adams Managing Director of the 
South African subsidiary.

“The company was established in 1952 in Nahariya in 
northern Israel in a wooden garage behind the home of  
founder Stef Wertheimer. He began making turning tools in  
his old garage when powder metallurgy, the technological 
underpinning for indexable inserts, was little more than a  
curiosity. Numerical control was at best unproven.”

“Though hard to imagine, tungsten carbide tooling, the 
very basis for Iscar’s business, was in its infancy back in Stef’s 
garage days. It was very much a niche material for selected 
turning operations, mainly finish turning on aluminium and 
brass. It was available only with square corners and flat tops, 
as if sliced from a sheet cake, and required costly grinding 

to create a decent cutting geometry. Dimensional control on 
pressed inserts was so imprecise that every insert change 
required time consuming re-checking and resetting the stops. 
Even then, the cutting action was as much scraping as  
cleaving. And their very brittle microstructure made the  
inserts sensitive to even minor shock and impact loads,  
disqualifying them for milling, with its unavoidable interrupted 
cuts. Coatings, essential chemical barriers for cutting ferrous 
metals, were questionable.”            

 
Anticipating change
“But Stef was as much a listener and visionary as  

toolmaker. He listened to his customers and their need for  
tooling that was easier to use as well as faster cutting and 
longer lasting — tooling that would make them money, in short. 
He saw the potential for indexable tooling in an era of  
numerical control and the lighter, faster, more versatile 
machines that would evolve from that technology. And he saw 
the possibilities for creating insert geometries better suited 
to cutting and tougher substrate alloys able to handle milling. 
He also foresaw coatings that would qualify tungsten carbide 
for machining the mainstay materials in manufacturing — iron, 
steel and stainless steel.”      

“Iscar’s first breakthrough development was Self-Grip, the 
first parting tool with inserts that could be slid into a blade 
without the nuisance of screw clamping. Launched in the 
‘70s, this simple idea proved to be an enormous time saver. It 
changed forever the way manufacturers performed cutoff  
operations on lathes, and is still popular in the marketplace.” 

“Then came Cut-Grip, a clamping system for multi- 
directional turning followed by Do-Grip and Heli-Grip, inserts 
with a pressed-in “twisted” geometry. Iscar then diversified  

Iscar South Africa celebrates 
golden anniversary

Iscar South Africa has launched a mobile van to promote the use of the 
Matrix industrial vending systems to end-users. The van houses a Matrix vending machine 

and staff from Iscar South Africa will drive to the customers facility to give a 
live demonstration of the machine and its advantages. Iscar South Africa has taken this 

initiative to circumvent time constraints that are placed on customers these days. 
In future the Matrix van will be able to give live demonstrations to customers situated in 

all four corners in South Africa and all those in between 
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into milling with Helimill inserts and into holemaking with 
Chamdrill. The mould and die market benefitted with the  
introduction of the Multi-Master line of mills and Tangmill  
tangential milling cutters.”

“Meanwhile, the metalworking market environment was 
undergoing a considerable change in machine tool design. The 
trend was toward lighter CNC machines for faster contouring 
motion with lower inertial forces. Iscar responded with  
positive-rake cutting tools optimised for high feed rates and 
lower cutting forces, and pioneered the Heli cutting edge.”

“Key innovations early in the new millennium include 
Feedmill, Heliturn and Helitang endmills.”

An innovation habit
“Throughout its expansion and even today, Iscar continues 

the innovation habit.  Every year the company introduces more 
than 1 000 new products and spends over 6% of budget on 
R&D. More than 80% of Iscar sales are for products developed 
within the past five years. No wonder the company’s motto is 
‘Iscar, where innovation never stops.’”        

 
Breakthrough coating development
“In September 2007 at the EMO exhibition in Germany, 

Iscar unveiled its Sumo Tec technology, ushering in a new era 
in cutting tool performance. Iscar added the 3P SUMO TEC 
enhancement to eleven popular insert grades that cover the 
gamut of milling, turning and drilling applications.  It is part of 
the company’s 3P initiative — improve Productivity, Profitability 
and Performance.”

Jacob Harpaz, IMC president and Iscar CEO explains;  
“The way I see it, we don’t sell tooling we sell better answers 
sooner. That involves three steps: diagnose the customer’s 
problem, provide the best available tooling solution, and then 
make absolutely sure the customer makes the best of it in his 
shop’s practice.  If we do this right, we become the “go-to guy” 
the next time he has a problem. Selling and shipping the tool is 
just part of that process.” 

“Improving the productivity of its customers is a  
continuing focus for Iscar. Everyone is looking for productivity 
improvements and also looking to improve the profitability of 
their own companies.” 

“Today, the direction of both the machine tool builders  
and the cutting tool manufacturers is looking at how to  
cut production time,” said Harpaz.

Harpaz continued; “However, the most important aspect is 
cost reduction. In terms of cost reduction, Iscar wants to form a 
partnership (with its customers) working together to solve  
productivity problems. It’s not only a partnership in terms of 
cost reduction but also for continuous upgrading.” 

“The new High Qline products such as Penta-IQ,  
Dove IQ Grip, Tang-Grip IQ, Heli IQmill 390, and Dove IQ Turn 
can be applied to faster metalworking applications and have 
already proven their ability to cut production costs.”

“That’s what Warren Buffett meant when he said we make 
money by enabling our customers to make more money. All our 
innovation aims to benefit the customer’s bottom line. We never 
lose sight of that.” 

 
Stability within South Africa
Throughout the history of the Iscar brand in South Africa 

one standout aspect of the subsidiary has been the stability of 
the company.

“I am only the fourth man at the helm of the company  
during the 50 years and I have been with the company for  
37 years. The previous Managing Director, Hans Rossouw, was 
with Iscar for 34 years, of which he was Managing Director for 
25 years and he still remains within the Group,” said Adams.

Headquarters and showroom
“Another element adding to the stability of the company is 

that Iscar South Africa has only had four ‘homes’ since it was 
established. Prior to moving to our current location, where we 
have been for the last nine years, we were in the same location 
for 18 years.”

“We moved to our current location in Longmeadow Estate, 
Modderfontein, Gauteng, which is 15 minutes away from the 
OR Tambo International Airport, in 2008. This is a very strategic 
location as we are close to industry and it allows us to provide 
same-day dispatch for more than 90% of requisitions, and  
dispatch 100% of requisitions within 24 hours.”

“The 1 600m² South African Headquarters includes office 
and warehousing space where we stock over 40 000 line items, 
150m² of showroom, allowing for two CNC machine tools to 
operate in a working environment and thus have live  
demonstrations of the company’s extensive and growing range 
of affordable tooling.” 

“Additionally the facility includes a modern, fully equipped 
training area and auditorium, where Iscar personnel will instruct 
customers from all over South Africa on the latest products.”

“Gaining customer loyalty and satisfaction is Iscar’s main 
objective. We do so by our commitment to our customer’s 
profitability. During this golden jubilee year, Iscar South Africa 
is recommitting itself to profound service by strengthening its 
many teams and channel partners to assure it adapts to the 
growing changes in this region of the world.”

“This includes smartphones, tablets and the Web 2.0, which 
provide new platforms, alongside the common use of paper, to 
convey and implement marketing messages.  We invest heavily 
in these new forms of communication, as our customers gain 
substantial benefits using these new systems in real-time.” 

“We will also be exhibiting at the Machine Tools Africa 2017 
exhibition in May 2017 where we will exhibit new innovations 
that will meet the customer’s needs and strengthen our ties 
with the local metalworking industry, which forms part of  
Iscar’s motto ‘Being global is being local’.”

“As both our customer base and our distributor network 
increases, we intend to offer the best service and support in 
the industry for the next 50 years and beyond,” concluded 
Adams.

For further details contact Iscar South Africa on  
TEL: 011 997 2700 or visit www.iscar.com

Inside the mobile Matrix van. Industrial vending machines, such as 
Matrix, bring major mutual benefits to both the cutting tool  

provider, in particular the distributor or integrator, and the end-user
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Over the years Secant Engineering, 
based in Springs, Gauteng, has 
endeavoured to become a fully 

fledged general engineering shop. The 
services that the company now offers to 
its customers include CNC machining, 
laser cutting, CNC bending, fabrication, 
cutting, welding and finishing solutions, 
having started off as a company that just 
offered CNC turning and milling  
operations.

Now the company has added fiber 
laser cutting of tubes and profiles to its 
service list with the purchase of a  
Soco SLT-152 fiber laser cutting system 
from PIM Machine Tools.

“When change hits an industry that 
hasn’t undergone dramatic modification 
for almost 100 years, the technology 
leap can be fast and tumultuous. Take 
the lighting industry for example. In the 
past, lighting manufacturers introduced 
product designs that might last 10 years. 
Because of the lengthy product lifetime 
and volumes, these manufacturers didn’t think twice about 
relying on hard tooling. Today product designs change  
regularly, and the constant evolution of LED technology 
means a manufacturer has to react quickly,” said Graham 
Kirby-Smith, Production Director at Secant Engineering.

“We have had to do the same even though we are a  
general engineering company offering metal cutting and  
metal forming services.” 

“Meeting customer demand for both quality components 
and consistent, on-time delivery is essential for any shop’s  
competitiveness. However, having to subcontract work that 
can’t be done in-house can add weeks or months to delivery 
times and compromise quality standards,” explained  
Kirby Smith.

This was the issue faced by Secant Engineering for some 
years before the company took a major decision that would 
shape its future. First up the company migrated to being a  
fully-fledged CNC shop as well as adding drilling and tapping 
to their capabilities.

However, the company still had its hands tied when it 
came to fabrication work and the other disciplines in  
metalworking that clients were expecting of them. Driven by 
the frustration over the lack of control, mounting customer 
demand and pursuant of the goal of becoming a complete 
general engineering shop, in 2006 Secant Engineering made 
its first venture into the fabricating arena.

From CO2 to 6kW fiber laser
In 2006 Secant Engineering purchased its first  

Bystronic laser cutter. Since then the company has added 
five more laser cutting machines with the most recent being 
a Bystronic 6kW fiber laser with an auto loader / unloader 
installed just over a year ago. 

Bending department
At the same time the company purchased a Bystronic 

Xpert 40, a small-scale press brake that can be assembled to 
be portable and can be integrated into almost any production 
environment. This was the seventh machine purchased for  
the press brake department that also includes Amada and  
Durma press brakes. This purchase gave the company  
the flexibility to bend the smaller components on a  
40 ton machine with a bending width of 1 030mm to  
the largest machine that has a 400 ton bending force and  
a four metre bending width.

Welding and surface finishing
In between, Secant Engineering also formed a welding 

department and, housed in a separate building, a paint bay 
that provides the surface finishing to the completed  
components / fabrications.

Metal plate processing
The one area where the company did not have any  

significant experience was in plate processing. At the end 

Secant Engineering invests 
in Soco fiber laser line for cutting of tubes and profiles 

Another view of the Soco SLT-152 fiber laser cutting system

The Soco SLT-152 fiber laser cutting system recently installed at
Secant Engineering and supplied by PIM Machine Tools
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of 2015 the family-owned business 
added plate processing to  
the array of services that it offers 
clients. The company purchased 
a Messer MultiTherm 4000 CNC 
Hi-Definition plasma cutting machine 
as well as a an oxy-fuel cutting 
machine fitted with a Burny Phantom 
controller. Secant Engineering  
constructed a purpose built 2 000m² 
under roof building for the two new 
machines.

Motoman robotic welding
“Having moved into plate  

processing the very nature of the  
process dictated that we would 
encounter more welding work. 
Although we are mainly cutting to size 
and processing specific components  
at this stage, we have been engaged  
to do a project where there is  
repetitive welding of the same  
components. Robot welding, in the 
true sense of the words, completely 
automates a welding process by both 
performing the weld and handling  
the part. The robot may weld a  
pre-programmed position, be  
guided by machine vision, or by a  
combination of the two methods. 
However, the many benefits of robotic 
welding have proven to make it a 
technology that helps manufacturers 
increase accuracy, repeatability, and 
throughput and this is exactly what we 
are using the Motoman for,” explained 
Kirby Smith.

Soco SLT-152 fiber laser  
cutting system

“We then faced a challenge  
common to many in metal  
fabrication: Where to invest next?  
We were challenged to think about 
where we would make the best gains. 
As Secant Engineering’s fabrication 
capabilities became more diverse,  
we had to be careful to maintain  
relationships with our current  
customers, some of which are custom 
fabricators. If an opportunity arose 
that will take away work from those 
custom fabricators, we knew that we 
would not pursue it.”

“The next question was: Is tube 
bending or end forming machines next 
on our bucket list? We contemplated 
this option but knew that it had limitations and that it would 
require long production runs to make it viable. Again it could 
possibly conflict with our existing customers.”

“However, we did come to the conclusion that we needed 
to offer our customers a solution for tube and pipe cutting 
technology. Like the lighting industry, tube, pipe and profile 
cutting has been transformed since the introduction of fiber 
laser cutting systems.”

“Besides the well-known advantages that fiber laser  

cutting offers such as less electrical 
energy usage, it does not require the 
use of gas turbines because there are 
no lasing gases, unlike the CO2 and 
maintenance tasks that would  
normally consume several hours per 
month, such as beam alignments on 
a CO2 laser — something not required 
in the routine maintenance of a fiber 
laser. Other 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.”

“Add the fact that fiber 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.”

“We liked this idea and opted to 
invest in a Soco SLT-152 fiber laser 
cutting system. The machine was 
installed in February 2017 and is ideal 
for applications that include round 
tube OD from 20 to 152mm, square 
tube from 20 x 20mm up to  
120 x 120mm, rectangular tube  
20 x 20mm and a maximum OD of 
150mm for oval tubes. We can also 
cut L-shaped and 

C-shaped profiles. In short, the 
Soco SLT-152 is proficient at cutting 
tubes or any section in mild steel, 
stainless steel and aluminium up to 
3 000mm in length and tubes with a 
wall thickness from 0.6 to 6mm. The 
fully automated machine also includes 
automatic tube bundle loading,  
automatic material alignment and 
automatic feeding and rotation.”

“This amazing new fiber laser  
cutting system brings an added  
dimension to our customers looking  
for end to end tube fabrication  
processing expertise. Lasers are used 
most often to cut complex tubing 
parts that require multiple successive 
procedures. Laser cutting enables the 
complete processing of a part in one 

operation, on a single machine, using a single tool  
(straight cutting/blanking, angle cutting, hole making, slotting, 
notching and drilling). As a result, successive secondary  
operations can then be eliminated. We are going to fast-
forward ready-to-assemble tubes of any section and structural 
steel components for our customers with our new machine.”

For further details contact Secant Engineering on  
TEL: 011 818 3640 or visit www.secanteng.co.za or visit  
www.industrialmachinery.co.za 

The machine was installed in February 2017 
and is ideal for applications that include 

round tube OD from 20 to 152mm, 
square tube from 20 x 20mm up to 120 x 120mm, 

rectangular tube 20 x 20mm and a maximum 
OD of 150mm for oval tubes

The Soco SLT-152 fiber laser cutting system 
can also cut L-shaped and C-shaped profiles. 

In short, the Soco SLT-152 is proficient at 
cutting tubes or any section in mild steel, 

stainless steel and aluminium up to 3 000mm in 
length and tubes with a wall thickness from 

0.6 to 6mm. The fully automated machine also 
includes automatic tube bundle loading, 

automatic material alignment and automatic 
feeding and rotation

“This amazing
new fiber laser

cutting system brings
an added dimension

to our customers
looking for end to end

tube fabrication processing 
expertise. Lasers are used

most often to cut
complex tubing parts
that require multiple

successive procedures.”
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DCD Wind Towers in trouble
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In South Africa’s Eastern 
Cape, the Industrial 
Development Corporation 

(IDC) is concentrating its 
efforts in keeping local wind 
tower manufacturer, DCD 
Wind Towers, in business.

Engineering News  
reported that the factory, 
which is located in the Coega 
Industrial Development Zone 
(IDZ), completed its last tower 
section in October last year.

They added that further 
operations were suspended in 
December, when the plant’s 
orders were depleted.

“DCD Wind Towers attributes this depletion directly to 
Eskom’s refusal to sign new power purchase agreements 
(PPAs) with renewables independent power producers (IPPs),” 
Engineering News reported.

The wind projects that remain in limbo would have 
required an estimated 480 towers, media reported.

International players  
to step in

Speaking to Engineering 
News online, IDC divisional 
executive for mining and  
metals Abel Malinga, said  
that talks with a possible 
international buyer are at a 
“sensitive stage”, however he 
remains hopeful that good 
news is on the horizon.

Malinga says it is  
premature to name the 
potential buyer, but indicates 
that the firm’s international 
exposure could open up 

export opportunities for the Coega plant, which could enable 
a resumption of some operations despite the absence of local 
demand.

If the transaction is not successful, media reported that 
the firm could go into liquidation, or the facility will be placed 
on care and maintenance until domestic market prospects 
improve.
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The family run company that was established in 1965 
with five employees as a milling workshop manufacturing 
textile and leather processing equipment, generator and 

electric motor production equipment, now numbers 800 staff. 
In the late 1980s, Ermaksan focused on manufacturing sheet 
metal processing machines and has expanded the ‘Ermak’ 
product portfolio to cover the entire sheet metal range. 

The portfolio of the company based in Bursa, Turkey  
now encompasses CNC-controlled and conventional press 
brakes, hydraulic CNC guillotine shears, CNC nibbling 
machines and punch presses, as well as CNC laser cutting 
equipment.

Erol Özkayan founded Ermaksan 52 years ago and today  
is the CEO of the company. His son, Ahmet, is now the  
managing director and his daughter, Neslihan, is the sales 
director for the company. The second generation of  
management has brokered great changes in the company,  
fostering a culture of innovation, adding new product lines  
and investing around 40 million euros in a 60 000m² factory 
(combined with its older HQ) six years ago that now gives  
the company a total of nearly 80 000m² of production  
space. 

Ermaksan manufactures in the region of 3 000 machines 
annually and exports 80% of its production through agents to 
more than 70 countries in the world under the brand Ermak.

A large part of the company’s R&D and innovation process 
is based upon new technical projects, customer feedback and 
technical resources. Ermaksan has already planned this  
strategy into its production schedule of CE certified equipment. 
It stopped production of conventional press brakes in 2007 to 
focus on the more efficient CNC press brakes that it now  
produces, echoing European requirements for greater  
production efficiency.

Over and above the CNC lasers, press brakes and  
guillotines that the company offers, Ermaksan also  
manufactures plasma cutters, CNC punch presses,  
conventional hydraulic press brakes, CNC hydraulic variable 

F & H Machine Tools appointed agents 
for Turkish sheet metal 

equipment manufacturer, Ermaksan
A relentless focus on R&D over the past 12 years has helped to speed growth and 

market share for Ermaksan, the Turkish sheet metal machine tool manufacturer.

The latest generation fiber laser from Ermaksan



rake guillotine shears, hydraulic swing beam shears, iron  
workers and mechanical guillotine shears. 

Product Lineup
The product range includes Fibermak and  

Fibermak G Force fiber laser cutting machines with 0.5kW, 
1kW, 2 kW, 3kW, 4kW and 6kW laser source options, 
Lasermak CO2 laser cutting machines with between 2.5kW 
and 7kW laser source options, Evolution II hybrid press brakes 
with bending lengths between 2 500 and 4 250mm and  
bending power between 110 and 250 tons, Power-Bend Pro 3 
axes CNC press brakes with bending lengths between  
1 270 and 6 100mm and bending power between 40 and 
400 tons, heavy duty synchronised press brakes with bending 
lengths between 4 100 and 14 200mm and bending power 
between 1 000 and 3 000 tons with the possibility to set up 
as tandems, EPL Plasma Cutting Machines with bed sizes 
between 3 000 by 1 500mm and 12 000 by 2 000mm,  
ETP servo CNC servo turret punch presses with bed sizes up 
to 2 500 by 1 500mm, CNC HVR variable rake hydraulic  
guillotine shears with cutting lengths between 3 100mm and 
6 100mm and cutting capacities between 6 and 40mm, and 
HGD hydraulic swing beam shears for sheets between 6 and 
20mm thicknesses and cutting lengths between 3 100 and  
4 100mm.

F & H Machine Tools
F & H Machine Tools already represents a number of 

reputable international brands on the shaping side including 
Okuma, Gleason, Adira, Eumach, Quaser and Takisawa.  
More recently the company purchased the South African  
operation of the 600 Group PLC and now includes Colchester 
and Harrison center lathes in its portfolio.

In addition, the company represents Takumi, a Taiwanese 
manufacturer of machining centres, Hardinge, a US  
manufacturer of turning, grinding, workholding and rotary 
machines and accessories, Bridgeport, which is part of the 
Hardinge Group and manufactures milling machines, Jesco,  
a Taiwanese manufacturer of lathes, teach-in lathes and  
slant-type CNC lathes and Clausing, which is also part of the 
600 Group and manufactures center and CNC lathes, saws, 
drills, milling and grinding machines.

Final word
“We are strengthening our position in the forming area, 

namely laser and sheet metal working. We are pleased to 
announce that we have signed an agreement with  
Turkish sheet metal equipment manufacturer, Ermaksan.  
F & H Machine Tools has been active in this field for a number 
of years and have an enviable reputation. Our cooperation 
with Finn-Power technology, a company that was acquired by 
Prima Industrie in 2008, dates back to 1993,” said  
Vaughn Hanwith-Horden, Managing Director at  
F & H Machine Tools.

“The only way for us to differentiate ourselves from 
our competition was to increase the sophistication of the 
machines, offering a higher level of technology that we  
represent in South Africa. Over the years F & H have installed 
and serviced hundreds of machines in the field of sheet metal 
working and fabrication. These customers know and rely on 
our reputation and service levels. Many of them have fostered 
their relationship with the company by purchasing shaping and 
other equipment from us. Optimistically, we wish to get into 
the top segment of laser supply in the next 5-10 years,”  
said Hanwith-Horden.

For more information contact F & H Machine Tools on  
TEL: 011 397 4050 or visit www.fhmt.co.za
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WD Hearn is one of the oldest and largest machine tool 
companies in South Africa, offering a wide agency 
portfolio that covers virtually all metalworking and 

metrology needs. 
The company’s origins stem from 1937 when it was started 

by the well decorated Brigadier W.D. Hearn, the late Officer 
Commanding of The Queen’s Own Cape Town Highlanders. The 
Brigadier was one of the Frontiersmen from the Manchester 
Squadron who served with the 9th Belgian Lancers in 1914, 
receiving the Ysier Medal from the King of the Belgians.

After WD’s retirement the company had various owners up 
until 1985, when members of staff including Ray Cooper, Don 
Brenton, George Mills and Bob Hamilton acquired the company 
in a ‘management buy-out’ after realising that their futures 
were insecure.

Since then, Ray Cooper and George Mills remained on as 
the sole directors of the company until 2015 when George Mills 
retired and Ray Cooper took ownership of the company.

WD Hearn specialises in the sale of precision metal cutting 
machines. They offer a vast range of machine tools that cover 
virtually all toolroom, job shop, production and general  
engineering requirements, whether it is basic conventional  
milling and turning to complex five-sided multi axis  
CNC operations.

1997 saw WD Hearn breaking new ground by acquiring the 
national distributorship of Leadwell CNC machines of Taiwan. 
Leadwell specialise in stand-alone machining centers,  
turning centers, multi axis lathes, gantry type machining 
centers and drilling and tapping centers. To date over 1000 
Leadwell machines have been installed in South Africa.

The company has seen increased sales year on year since 
then with ‘high tech CNC equipment’ constituting 80% of sales. 

Major emphasis is placed on quality management and top 
line after sales service. The company believes that it is vitally 
important to supply the most technically advanced equipment, 
as well as offer the best support money can buy. WD Hearn 
gives training on all the products they sell and also offer expert 
advice on most of the manufacturing and process needs of an 
engineering client. 

The company’s vast customer base includes many of South 
Africa’s blue chip companies as well as a number of municipal 
and government entities. Yet the company has never forgotten 
their roots by offering the same quality service no matter how 
small a client’s company is. WD Hearn is striving to become 
South Africa’s leading machine tool importer and distributor. 

WD Hearn has agency agreements with many leading 
machine tool manufacturing companies with the major  
emphasis being on metal cutting. 

From Europe they represent one of the leading and largest 
global machine tool manufacturers — FFG Europe & Americas. 
FFG recently acquired MAG Industrial Automated Systems 
Group, which incorporates many specialised companies  
manufacturing equipment for the metalworking industry. MAG 
represents the merging of many great names supplying agile 
manufacturing systems and transfer lines mainly to the  

automotive industry. Besides developing solutions for high  
performance cutting, automation and composite systems for 
the aerospace and power generation industries MAG  
companies also deliver heavy duty vertical turning centers and 
machining centers for general industry. Other companies in the 
Group manufacture horizontal and vertical turning machines, 
crankshaft machines, multi station manufacturing systems and 
multi-way rotary transfer machines for highly precise, high  
performance applications.

WD Hearn was involved with the major installation of over 
100 CNC machines at Ford Motor Company South Africa in  
Port Elizabeth in 2011. The R3.4 billion project is to  
manufacture and machine blocks, crankshafts and engine 
heads for the 2.2 litre four cylinder and 3.2 litre five cylinder 
Duratorq TDCi diesel engines for the Ford Ranger.

In 2014 WD Hearn expanded its portfolio when it was 
appointed a South African distributor for Renishaw, a global 
leader in metrology with core skills in measurement, motion 
control, spectroscopy and precision machining. They develop 
innovative products that significantly advance customers’  
operational performance — from improving manufacturing  
efficiencies and raising product quality, to maximising research 
capabilities and improving the efficacy of medical procedures.

Renishaw’s products are used for applications as diverse as 
machine tool automation, co-ordinate measurement, metal 3D 
printing, gauging, Raman spectroscopy, machine calibration, 
position feedback, CAD/CAM dentistry, stereotactic neurosurgery 
and medical diagnostics. In all of these areas they aim to be a 
long-term partner, offering superior products that meet  
customer needs both today and into the future, backed up by 
responsive, expert technical and commercial support.

In 2015 WD Hearn was appointed the distributors for 
Mitsubishi Electric EDM and WEDM machines. Mitsubishi’s 
range of next generation EDM machines, encompassing the 
very latest wire cutting and die sinking are all manufactured at 
the Japanese manufacturer’s state-of-the-art plants in Japan 
and China. The company operates under the Monozukuri  
principle. The principle translates into “an inspired approach to 
the art and science of making things should be at the core of 
our beings.”

The company’s portfolio was expanded further in 2015 
when it was appointed as the agents for Kitamura Machinery, 
a family owned Japanese manufacturer of CNC equipment. 
Kitamura manufactures a full line of CNC vertical, horizontal 
and 5-axis machining centers sold to a customer base in  
52 countries worldwide. Besides machining centers Kitamura 
also manufactures a range of CNC bridge mills and jig borers. 
In addition Kitamura offers a variety of systems and cells  
tailored to fit any type of machining application.

2015 also saw WD Hearn start to market Nikon Metrology 
products, a Japanese company offering metrology solutions for 
applications ranging from inspection of micro-components to 
the assembly of the largest aircrafts. The optical precision  
solutions contribute to an efficient manufacturing process  
enabling manufacturers to deliver premium quality products 

WD Hearn celebrates 
80 years in business

Cape Town based CNC machine tool, metal cutting machinery and metrology 
supplier WD Hearn celebrated its 80 years in business in March 2017. 
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in a shorter time. The portfolio 
comprises CMMs, 3D laser 
scanners, X-ray and CT systems, 
large-scale metrology solutions 
and an extended range of vision 
measuring systems and  
industrial microscopes.

During that same year the 
company started to market 
Flow Waterjet Systems water jet 
cutting products and Graeme 
Cooper, son of owner Ray 
Cooper, was appointed Sales 
Director.

CNC Technology Centre  
in Gauteng

In March 2016 the company 
expanded its presence in the Gauteng region with the opening 
of a purpose built CNC Technology Centre in Bonaero Park, in 
conjuction with EJE Electronics, a preferred Siemens Partner. 
The CNC Technology Centre is also the new home for the  
company’s Gauteng branch.

WD Hearn has offices in Cape Town, Port Elizabeth, 
Durban and Johannesburg. The company represents Kitamura 
Machinery, Renishaw, Mitsubishi Electric, Siemens, Nikon 
Metrology, MAG USA, FFG Group (Rambaudi, Jobs, Sigma, 
Hessapp, Huller, Boeringer), Flow Waterjet, Leadwell, Starrett 
and Sanco, selling and servicing a range of CNC machine tools, 
measuring equipment, engineering accessories. More recently 

the company has been  
appointed to represent the 
Swiss manufacturer of high-end 
CNC equipment, Tornos.

“Our focus is on sharing 
ownership of the installation 
of equipment and technology 
into metalworking and gen-
eral engineering companies in 
both application and through 
the expertise of our skilled 
technicians. Over the years we 
have built extensive product 
knowledge within the WD Hearn 
group in application, service 
and repair,” said WD Hearn MD 
Ray Cooper.

“Our continuing mission 
is to provide a market-driven services portfolio inspired by an 
intimate understanding of our customers’ needs, while at the 
same time keeping our commitment to a ‘Different Thinking is 
Better Thinking’ policy.”

“As a result we have carefully chosen hi-tech suppliers  
from Europe, America, Japan, USA, Taiwan and Korea to cover 
virtually all job shop and production requirements.  
We are continually evolving our product line to match the  
lightning fast evolution of technology in today’s competitive 
world.” 

For further details contact WD Hearn on  
TEL: 021 5345351 or visit www.wdhearn.co.za

Sales Director Graeme Cooper and
Managing Director Ray Cooper
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A global research project conducted by a bearing  
manufacturer shows that more than 50 per cent of 
premature bearing failures are due to over-lubrication, 

under-lubrication, mixing of incompatible lubricants, wrong 
lubricant and lubricant contamination. This has its significant 
impact on a country’s economy.

With the intention of sharing its global expertise and 
serving the South African market, Lubricant Consult GmbH 
(Lubcon), a leader in the manufacture of lubricants for  
industrial applications, has entered the South African  
market. 

Lubricant Consult GmbH develops, manufactures and  
distributes high-grade greases, oils, pastes and sprays for 
nearly all industrial applications and manufacturing sectors. 
Known under the trademark Lubcon®, the company was 
founded in 1980 and has since established an extensive 
network of subsidiaries and sales representatives around the 
globe. 

Lubcon offers sophisticated products for all industrial 
applications. In close collaboration with reputable machine 

equipment manufacturers the products are continually  
subject to development. This assures that the lubricants are 
perfectly tailored, at any time, to the constantly changing 
application requirements. Regardless of whether extreme 
low or high temperatures, humidity, high loads, aggressive 
environments, lifetime lubrication or extreme speeds, Lubcon 
offers customers the appropriate tribological solution

Applications for the products are found in aviation and 
aerospace, cycling, corrugated industry, food, beverage and 
pharmaceutical, machine tool industry, the paper, printing 
and textile industry, train, rail and wheel, vacuum and nuclear 
industry, valves and fittings, wind energy and the wood  
industry.

Machine tool industry
Digitally automated machines such as CNC machine tools 

can process various simple and complex operations in a 
very short amount of time. Industrial machine tools cut, drill 
and mill at high speeds with up to five movement axes while 
controlling the machine tool head precisely at 1 micron (µm). 

Operating conditions such as high shock loads, contamination 
and pollution with soluble metalworking fluids are just a few 
reasons for premature equipment failure. A close collaboration 
with machine tool, high speed spindle, bearing, linear guide 
and drive system manufacturers enabled Lubcon to develop 
tailor-made and multifunctional lubrication solutions. 

“Lubcon offers an ideal combination of premium lubricants 
and extremely robust, automatic lubrication units to reduce 
maintenance costs and downtime and support an optimum 
manufacturing process in metalworking. Their lubrication 
systems lubricate machine components such as high-speed 
spindle bearings, linear guides, ball screws etc. with the 
proper lubricant quantity, at the right time and at full machine 
capacity.”

Besides the main manufacturing plant in Mintal, Germany 
the family-owned company has modern manufacturing plants 
in Poland, USA and the Philippines.

For further details contact Enthalpie South Africa on 
TEL: 011 454 4702 or 060 972 7505 or visit  
www.lubcon.com

Lubcon greases, oils, 
pastes and sprays 

now available in South Africa
Lubcon is a German based manufacturer and developer of highly sophisticated

lubricants for all industry segments.

“Lubcon offers an ideal combination of premium lubricants and extremely robust, 
automatic lubrication units to reduce maintenance costs and downtime and support an 

optimum manufacturing process in metalworking. Their lubrication systems lubricate machine 
components such as high-speed spindle bearings, linear guides, ball screws etc. with the 

proper lubricant quantity, at the right time and at full machine capacity.”



In a statement outlining the various interventions undertaken 
since 2015 to support a primary steel sector wracked by 
global oversupply, falling prices and increased imports, the 

department said the long-term viability of the full steel value 
chain was “paramount”.

“The downstream, labour-intensive sectors of our economy 
remain a priority with measures to support these industries 
being fast-tracked through the collaborative efforts of  
government departments and its institutions, including the 
International Trade Administration Commission of South Africa 
(Itac), the South African Revenue Service and the Industrial 
Development Corporation.”

Itac initiated investigations in the second half of 2016 on a 

number of downstream steel industry products, including wire 
products, screws, bolts and nuts, tube and pipe fittings,  
appliances, prefabricated structures, grinding media and  
roofing products. It expects the investigations to be finalised 
during the first quarter of 2017.

In parallel, Itac is processing applications from ArcelorMittal 
South Africa (AMSA) for the introduction of safeguard protection 
on hot-rolled and cold-rolled coil, which would be additional to 
the 10% protection implemented on a range of primary steel 
imports over the past year. AMSA made additional input to Itac 
justifying its request and has also initiated a process to  
support its customers in seeking safeguard protection from 
cheap imports.

DTI says it has intervened to save the steel sector with 
measures to support both upstream and downstream industry

The Department of Trade and Industry (DTI) insists that measures to support the downstream 
steel industry in South Africa are a priority for government and are being fast-tracked.
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South African SolidWorks 
reseller for the last 21 years 
have been recognised by 

Dassault Systèmes SolidWorks Corp., 
the developer of 3D CAD design 
software, analysis software, and 
product data management software, 
at the recent SolidWorks World 2017 
conference held at the Los Angeles 
Convention Center in California, USA. 
Mecad Systems were honoured at 
the Awards Dinner, held during the 
conference, as one of the top  
resellers across the globe.  

The South African company  
was acknowledged by receiving four 
awards. These included:

•	 1st	Overall	Sales	Representative	Africa	&	Middle	East	 
 — Robert Pereira

•	 5th	Overall	Sales	Representative	Africa	&	Middle	East	 
 — Xander Ramos

•	 President’s	Club	—	Awarded	to	elite	performers	 
 among the global SolidWorks Reseller community

•	 100%	Club	—	Recognition	from	SolidWorks	for	 
 exceeding all product targets during 2016

“Our success is as a result of our dedicated staff who  
have the company and the SolidWorks suite at their heart. 
We have a strong, dedicated team who are relentless in their 
commitment to provide our customers with the best service, 
support and training in South Africa,” said Freek van den Berg, 
Director of Mecad Systems. Freek is a Mechanical Engineer 
and a Certified SolidWorks Expert with more than 31 years’ 
experience in the industry.   

“Robert is worthy of the recognition. He heads up the sales 

and technical team at  
Mecad, ensuring the  
customer journey from sales, 
support to training is met 
with the high standards that 
our customers have come to 
expect of Mecad.”

“Robert has been with the 
company for 19 years and 
is a Mechanical Engineer. 
Like me he is a Certified 
SolidWorks Expert, a sought 
after and tough to pass 
SolidWorks personal  
certification. We are proud of 
our team and especially our 
team leaders who guided us 
in our success.”

Mecad Systems remains unparalleled in South Africa in 
terms of SolidWorks Certification and boasts the following  
certifications in the SolidWorks industry: 

•	 Certified	Technical	Support	Provider	for 
 SolidWorks Expert and SolidWorks technical  
 service specialist

•	 Certified	Advance	Analysis	Provider
•	 Certified	Documentation	Service	Provider	for 

 SolidWorks composer specialist 
 SolidWorks technical service specialist

•	 Certified	Advance	Service	Provider	for 
 Certified SolidWorks data management  
 administrator

For more information contact the local agent  
Mecad Systems on TEL: 086 111 2236 or visit the website 
www.mecad.co.za 

Mecad Systems recognised 
at SolidWorks World 2017 conference

The Mecad Systems Gauteng head office 
SolidWorks staff with the awards
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The long-awaited stipulation that domestic steel, as well as 
locally made steel products and components, be used in 
public-sector construction projects has been welcomed 

by South Africa’s leading steel producer, as well as by the 
Southern African Institute of Steel Construction (SAISC).

It is the culmination of a long journey, which began more 
than two years ago, when the domestic steel industry entered a 
deep period of crisis, as a result of falling global steel demand, 
which led to a flood of cheap imports.

The instruction note, published by the National Treasury 
in the Government Gazette in line with the Preferential 
Procurement Regulations of 2011, which allows for such  
‘designations’, came into force on February 1.

The note instructs accounting officers to specify 100% local 
content for value-added steel products such as fabricated  
structural steel (including such products as columns and 
beams), joining components, frames, roof cladding, vertical 
cladding, wire products, fasteners, ducting and structural  
pipework, gutters, downpipe and launders.

In addition, a minimum local content threshold of 100% is 
specified for primary steel products such as plate, sheets,  
galvanised and colour coated coils, wire rod and drawn wire, 
sections and reinforcing bars.

The designations were confirmed following intensive  
lobbying by ArcelorMittal South Africa (AMSA) of the Department 
of Trade and Industry and the Economic Development 
Department. As part of a survival strategy unveiled in 2015, 
AMSA, then led by Paul O’Flaherty, began calling for designation 
of local steel and tariff protection, while offering a new pricing 
formula for flat steel, together with the promises of greater 
transformation and a commitment to retaining jobs, in return.

Government had already started designating other products 
— everything from power pylons and rail rolling stock to uni-
forms and canned food — for local procurement. However, it had  
specifically excluded steel, owing partly to ongoing animosity 
over AMSA’s pricing policy, which was based on import-parity 

pricing. In fact, for the purposes of the local-content calculations 
for those steel-bearing products already designated, imported 
steel was “deemed” local. Therefore, the National Treasury had 
to effectively “undeem” imported steel as local to open the way 
for the designation of construction steel.

SAISC CEO Paolo Trinchero described the designation of  
fabricated structural steel as “great news”, while AMSA CEO 
Wim de Klerk suggested it could resuscitate “the entire industry”.

“The key building and construction sector typically accounts 
for one-third of all steel consumption and the designation of 
local steel content for State infrastructural projects at 100% 
minimum threshold will assist in diverting import orders back 
to local manufacturers and producers and strengthening the 
South African steel sector,” De Klerk said.

AMSA argued, too, that the timing of the designations was 
“opportune” in light of its recent agreement with Evraz Highveld 
Steel and Vanadium, to inputs for processing into heavy  
structural steel in Highveld’s Mpumalanga mill.

Under the proposed arrangement, AMSA will supply blooms 
and slabs, primarily from Newcastle and Vanderbijlpark, for  
processing into heavy structural products used in the  
construction and infrastructure markets.

De Klerk recently indicated that resumption of production 
was dependent on the implementation of the 10% bound rate 
import duty on the products to be manufactured at the  
eMalahleni facility.

The International Trade Administration Commission of  
South Africa (Itac) has already approved 10% base protection 
for the products in question, but has refrained from  
implementing the duties, owing to the absence of a domestic 
manufacturer.

Itac says the duty will be deferred until such time that  
manufacturing of structural steel resumes in the Southern 
African Customs Union region. “Once manufacturing resumes 
the commission will convey its recommendation to the Minister 
on the implementation of the duty on structural steel.”

Construction steel designation 
confirmed after intensive lobbying effort

South African auto sector investment 
set to rise 28% in 2017

NAAMSA says auto OEMs will invest R8.2 billion in South Africa this year.

Spending is forecast to reach R8.2 billion (US$626 million) 
in 2017, up from R6.4 billion (US$493 million) in 2016, 
according to the The National Association of Automobile 

Manufacturers of South Africa (NAAMSA).
According to international news agency, Reuters NAAMSA 

said in a memo dated February 7 that the sector’s estimated 
capex was based on details supplied by seven major car 
makers and data from various sources relevant to Beijing 
Automotive International Corporation.

The automotive sector is South Africa’s largest manufacturing 
industry, which is also forecasting a slight increase in new  
vehicles sales this year as economic growth gains pace thanks 
to commodity price rises and a recovery in farming.

Car manufacturers in South Africa include Ford, 
Volkswagen, Mercedes Benz SA, Nissan and Toyota, with a 

combination of kit assembly from around the world and locally 
produced panels for sale across the African continent.

A number of global vehicle manufacturers had in recent 
years expanded production and exports from their South 
African operations on the back of incentives offered in  
government’s Automotive Production and Development Plan 
(APDP).

South Africa uses state incentives to attract companies 
including Nissan, Ford Motor Co. and Volkswagen AG to set 
up and reinvest in factories in the country. The government 
programme will be extended beyond the current timeframe of 
2020, while the production threshold to qualify for benefits fell 
from 40 000 to 10 000 vehicles a year in 2016. South Africa 
produces more than 600 000 vehicles a year according to the 
NAAMSA.
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Laser cutting is a subtle science, 
especially when cutting thick 
plate. It’s a balancing act between 

beam parameters, gas-flow dynamics, 
and the optics, all working together to 
make a clean kerf in a particular  
material grade and thickness.

If material conditions change ever 
so slightly, or if parameters aren’t set 
up quite right, the quality of the cut 
can suffer, particularly near the bottom 
of the cut edge. Rough striations and 
dross are signs that molten metal  
isn’t being evacuated as it should be.

In critical cutting applications, you might see a technician 
peer carefully through the laser-safe window of a laser cutting 
machine. He could be looking for telltale signs of trouble in 
piercing and kerf creation. Today you also might find such a 
person take out a phone or tablet and pull up an app. Some 
manufacturer’s cutting heads sense trouble in real time, and 
communicate via Bluetooth directly to an operator’s phone or 
tablet.

All well and good, but what happens if it is the head itself 
that is faulty or needs servicing? It does not happen often but 
we all know that machinery is not fail proof and needs servicing 
and maintenance. The scenario is that it could take between 
three and four weeks for a technician to come and remove the 
head from your laser and then send it internationally to be fixed 
or serviced and then returned to be reinstalled. In essence your 
machine could be down for up to four weeks, if you are lucky. 
Imagine the production time lost and the resultant turnover.  
I am not even going to mention the unhappy clients.

One of the most widely used cutting heads in the laser  
cutting industry, flat bed or tube, is a Precitec, manufactured  
by a German company that has long-term experience in the 
fields of laser processes, welding and optical design. Their  
comprehensive product range offers various laser cutting 
heads for different applications. 

Precitec offers service, repair, commissioning and  
maintenance options, including replacement parts, but this 
is all done in Germany. The company has now partnered with 

South African company Durma South 
Africa to offer these services locally.

“This is the first time that 
Precitec have allowed this service 
to take place outside of Gaggenau, 
Germany. Normally a company would 
have to send their cutting or welding 
products to Germany to be repaired 
or serviced. We have sent a  
technician to Germany to be trained 
and we are setting up a mirror  
image of the German facility locally,” 
said Byron Gueffroy of Durma  
South Africa.

“The time and cost saving for South African users is going 
to be impactful.”

Lantek
Another new development at Durma South Africa is that 

the company will in future market Lantek sheet metal solutions 
software.   

“Lantek provides software solutions in the form of  
CAD/CAM/MES/ERP for companies fabricating sheet metal, 
tubes, and beams with any cutting (laser, plasma, oxy-cut, 
water-jet, shear) and punching technology,” explained Gueffroy.

“Its capacity for innovation and its firm commitment to 
internationalisation and emerging markets have led Lantek, 
established in 1986 in the Basque Country in Spain, to devise 
a global-local strategy. Today, the company has over 18 000 
customers in over 100 countries and its own offices in  
15 countries, in addition to an extensive network of distributors 
that are present throughout the world. In 2015 its international 
operations provided 88% of its turnover.”

“Our aim is to not just be a reseller but offer training 
options as well.”

Online shopping for sheet metal parts
“One of the more interesting recent developments with 

Lantek software is that it now integrates online shopping for 
sheet metal parts. With this new capability Lantek’s  
customers can integrate with their own customers into a supply 

chain. These customers can reorder previously 
supplied parts or request quotations for the 
manufacture of new designs through each 
individual company’s website. By implementing 
this technology on their websites, Lantek’s  
customers will be able to work much more 
closely with their own customers, delivering 
accurate quotations even quicker, while  
checking for available capacity for  
manufacture, to offer realistic and achievable 
delivery times.”

For further details contact Durma  
South Africa on TEL: 011 865 4090 or visit 
www.durma.co.za

Durma South Africa partners 
with Precitec Group to offer service, repair and 

replacement support for your laser cutting heads

Company also appointed agents for Lantek, the global software supplier of CAD/CAM, MES 
and ERP solutions for the sheet metal and structural steel manufacturing industry.
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Machine Tools touch every aspect of our lives from cell 
phones to cars, heart monitors to food processing 
equipment, computers to coffee machines — almost 

everything that’s used on a daily basis at work and  
at home. 

Taking place at Expo Centre, Nasrec in Johannesburg 
from 9-12 May 2017, the exhibition will bring machinery alive 
through the daily demonstrations and interactive displays. On 
view will be equipment in machining such as turning and  
milling, grinding and drilling, as well as all types of sheetmetal 
machinery including fiber laser, plasma cutting, bending and 
punching and presses. Also exhibiting will be various suppliers 
of tooling and CAD CAM software who are an integral part of 
the successful engineering shop.

Close to 100 companies will be exhibiting at Machine Tools 
Africa 2017. These companies will mainly be the local machine 

tool suppliers together with their international  
principals. Whether you are a job shop, service centre,  
production business or just a general engineering business 
there will be machines, software, tooling and accessories on 
display that could enhance your business.

Opening times
Machine Tools Africa 2017 will take place from  

Tuesday 9 May 2017 until Friday 12 May 2017 and will be open 
09h00 to 17h00. 

Entrance ticket
A free entrance ticket is in this issue of Metalworking News. 

If more than one of you are attending from your company you 
can register in advance on the Machine Tools Africa 2017  
website.

Plan your trip to 
Machine Tools Africa 2017

Below is an alphabetical list of the exhibitors taking part and 
a description of what you can expect to see on their stands.

 
 Amada (UK) Johannesburg Branch 
Hall 6 Stand A16 and Hall 7 Stand A18

The Japan headquartered company has had a subsidiary 
in South Africa for over 50 years. The company manufactures 
sheet metal fabrication solutions and metal processing  
equipment and machinery for metal cutting, forming, shearing 
and punching. The company also develops factory automation  

 
 
 

 
systems and electronic equipment in addition to machine  
tools.

On display will be a HA 250 bandsaw, a HFA 400 bandsaw, 
a LCG 3015 AJ fiber laser coupled up to a MPL sheet  
manipulator, an AE2510 NT turret punch press, a HG1303 
press brake and a HG 1003 ATC press brake. Software demos 
will also be given by the Amada staff.

Quality tools and machinery are the backbone of the South African 
manufacturing industry which is why Machine Tools Africa 2017 has been designed 

to showcase the very latest technology developments, machinery, products, services 
and solutions in this innovative sector. 

Snapshot of the exhibitors
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Craft Machine Tools  
Hall 6 Stand J05 and J06

Craft Machine Tools is an importer of new engineering 
machine tools and positions itself both within the metal forming 
and cutting and metal removal market segments. 

The company will have three machines from  
Feeler on display. These include a Feeler VMP-65A CNC  
vertical machining center that has XYZ travels of  
1 650 x 800 x 800mm, a table size of 1 700 x 800mm and a 
table load of 1 500 kilograms. The second Feeler machine is a 
Feeler FVP-1300A CNC vertical machining center with  
XYZ travels of 1 300 x 610 x 560mm, a table size of  
1 420 x 600mm and a table load of 1 500 kilograms.  
The third machine is also a Feeler but a CNC turning center. 
The Feeler FTC-450 turning center has a maximum turning 
length of 650mm, a swing of 670mm and rapid traverses on 
the XZ of 30m/min.

 Other machines on the stand will be a  
Craft 165 ton x 3 200mm press brake, a Craft UE 250V  

band saw, a Craft 4500 3VMH turret mill, a  
Winho Craft L660 x 2 500mm lathe and a Kingsland Multi 60 
ironworker.

 The company will also have a range of machine tool tooling 
and accessories on display.

Duncan Macdonald & Co 
Hall 6 Stand G1

Besides manufacturing and distributing 
Tapmatic cutting fluids Duncan  
Macdonald & Co also distributes products such 
as machine lubricants and coolants, tapping 
attachments, taps and dies, carbide cutters, 
deburring tools, snaplocks, multi spindles and 
end mills.

The company will be demonstrating the 
Grippex automatic bar puller for CNC lathes, 
which is a cheaper alternative to more  
expensive bar feeders.

 The company’s new Tapmatic TapWriter 

will also be on display. The TapWriter allows 
you to mark your work piece while you are 
machining it without the need for a secondary 
marking operation. Part numbers, date codes 
and even logos can easily be created with this 
unique dot-marking tool. Tapmatic TapWriter 
utilises standard engraving software, but unlike 
engraving, dot-peen marking does not require 
the use of delicate cutting tools and high-speed 
spindles.

 The company will also have on display 
Diatest measuring equipment, environmentally 
friendly cutting fluids and a range of end mills 
and taps.

Durma South Africa 
Hall 6 Stand A20

Durma South Africa will have seven machines on display 
and will also introduce the Precitec Service Centre  
(see separate story in this issue), and the Lantek software that 
the company has recently been appointed agents for.

One of the main attractions of the stand will be the 
Durmazlar HD-FS 3015 fiber laser with 4 kW resonator 
with a cutting area of 3 100 by 1 550mm which can 
cut mild steel up to 12mm, stainless steel up to 6mm, 
aluminium up to 6mm, copper up to 3mm and brass 
up to 6mm.

Also on display will be a Durmazlar AD-R 30135 
press brake with the new DT 15 control and aluminium 
back gauge and new generation servo motors.

In addition Durma South Africa will have on display a 

Durmazlar MS 2504 mechanical shear with CNC control, a 
Durmazlar PBH 60 profile bender, a Durmazlar IW 80/150 iron 
worker and Durmazlar DCB-S 560 double column bandsaw and 
a DCB-A 360 double column automatic bandsaw. The company 
will also have a range of press brake tooling on show.

B and R Metrology Solutions 
Hall 6 Stand B16

B and R Metrology Solutions  
is a relatively new company to the  
metrology market in South Africa.  
The company will be showcasing an 
array of products ranging from  
CMM’s, portable scanning arms,  
shadow graphs and much more,  
including Renishaw probing and  
inspection products. One of the  

company’s exciting new age products 
that will be on display will be the 
Inspecvision Planar sheetmetal 
inspection equipment. 

B&R intends to show the  
market that they are serious about 
being a major contender in the 
Metrology Market and have  
committed to bringing high end  
new age technology back into  
South Africa. 
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On display will be a Chmer Q4025L, a gantry style linear wire EDM with a
moving wire in X, W, U, V and Z axis and a fixed table for improved accuracy

with fewer passes, built-in collision protection and a smaller footprint

Extreme Machine Technologies 
Hall 7 Stand E03

Extreme Machine Technologies are the agents 
for Chmer wire EDM and spark eroder machines in 
South Africa. On display will be a Chmer Q4025L, a 
gantry style linear wire EDM with a moving wire in X, W, 
U, V and Z axis and a fixed table for improved 
accuracy with fewer passes, built-in collision  
protection and a smaller footprint. The XYZ travels are 
400 x 250 x 200mm and UV travels 60 x 60mm.  
The machine also has an inverter water chiller fitted for 
temperature control, reducing heat emission, saving up 
to 45% of consumption.

Another machine on the stand will be a  
Chmer CM434Z spark eroder with a 75EZ power  
supply, table travels of 400 x 300 x 350mm, a  
machining speed of 550mm³, a 3 Axis DRO, built in 
anti-arch protection, Z Axis AC servo motor with scale 
feed back, 1 000 built-in machining parameters and 
dialogue programme editing.

The third machine is a Chmer CM H32Z EDM drill 
with a table travel of 350 x 250mm, a 3 Axis DRO, an 
edge finding and hole centre finding feature and a  
ER spindle capable of drilling with from 0.2 up to 
6.0mm electrodes. 
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F & H Machine Tools 
Hall 6 Stand A21 and Stand A28

F & H Machine Tools will have a number of machines  
on display including an Okuma Space Turn model  
LB3000 ExII MYW x 800, a CNC single saddle lathe complete 
with C-axis headstock and sub spindle. The machine comes 
supplied complete with all standard equipment and electrics to 
suit a 380 V, 3ph., 50 Hz supply.

Another Okuma machines on display will be the Genos 
M560R-V vertical machining center with an OSP-P300M-R  
control, table size of 1 300 x 560mm, XYZ travels of  
1 050 x 560 x 460mm, spindle taper of 7/24 Taper No. 40, 
spindle speed range (max) of 15 000rpm, a maximum load of 
900 kilograms and rapid traverses (X Y) 40m/min and  
(Z) 32m/min.

The Harrison Alpha 1550XS CNC combination lathe has a 
swing over bed of 554mm, a 15kW motor, spindle speeds  
up to 2 000rpm and a spindle bore of 104mm with  

2 000mm between centers.
A Takisawa EX 108 II CNC lathe with Fanuc Oi-TF control 

maximum swing of  
400mm XZ axis travels of 
180 x 530mm, chuck 
size inch  
8”, spindle nose 
A2-6, bar  
capacity 65mm,  
spindle speed of  
4 000rpm, swing over 
saddle of 320mm 
and maximum  
turning length of 
530mm will be on 
display. A Fanuc 
Robocut C400iB will 
also be on display.

First Cut 
Hall 6 Stand C12 and D06

First Cut has two stands at this year’s exhibition. Stand C12 
will be dominated by displays of Bystronic AG equipment.  
Star of the stand will be the ByStar 4020 10kW fiber laser 
that is destined to be shipped to a client in Cape Town after 

the exhibition. 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.

Also on this stand will be a Bystronic Xpert 40 press brake 
and the much larger Bystronic Xpert 150 press brake.

On stand D06 First Cut will have a BLM E-Turn 32 all  
electric tube bender with right and left bending in process and 
3D graphic visual programming in operation and two machines 
from Time Savers. The Series 10 machine is referred to as  
the manual grinder and the Series 42 machine is an  
all-round deburring, edge rounding and finishing machine.

From the Everising side First Cut will display the  
P100 circular saw, the BS250SS horizontal automatic band 
saw, the S-4633SA miter cutting band saw, the H360HF fully 
automatic band saw and a C3702A circular saw.

Flexilube 
Hall 6 Stand J06

Flexilube’s range of metalworking lubricants include 
Flexikut®, Flexidraw® and Flexikool®. 

On the industrial lubricant side the range encompasses an 
oil to suit every need and application with specialised products 

also manufactured. The lubricant range includes oils for  
hydraulic, high temperature hydraulic, fire resistant hydraulic, 
crusher, gear, guideway, quenching, rockdrill, compressor,  
transformer, turbine and rust preventatives. The company also 
offers a complete range of industrial greases, cleaning  
chemicals and absorbents.

French Engineering Works 
Hall 7 Stand D06

French Engineering Works (FEW) is a manufacturer, exporter 
and importer of standard and premium high-speed steel cutting 
tools. The extensive product range stocked includes taps, dies, 
drills, cutters, toolbits and allied lines. Special taps and thread 
rolling dies (flat and circular) are manufactured on request. 
HSSE-V application machine taps for through and blind holes in 

stainless steels, high resistance steels, cast iron and  
non-ferrous metals are available ex-stock. FEW manufactures to 
ISO, DIN and JIS specifications. The wide range of thread forms 
readily available include M, MF, UNC, UNF, UNEF, UN, NPS, NPT, 
BSW, BSF, BA, BSB, BSP G / RP, and BSPT RC. FEW products 
are exported to 40 countries worldwide through a distribution 
network of stocking depots and exclusive agents. FEW will have 
a range of these tools on display.

Haas Factory Outlet CNC Machine Tools SA 
Hall 6 Stand A36

Haas Automation is one of the largest CNC machine 
tool builders in the western 
world. Haas Automation 
manufactures a  
comprehensive line 
of CNC vertical 
and horizontal 
machining  
centers, lathes 
and turning 

centers, rotary products and indexers, as well as a number of 
large five-axis and specialty machines including mould making 

machining centers, toolroom machines and gantry routers.
Haas Factory Outlet in South Africa forms part  

of the worldwide  
Haas Factory Outlets 
(HFOs) network.  

The company will 
have a range of 

the latest  
equipment on 
display.
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On display will be the bigger VMX42i vertical machining center that has all the
new i machine enhancements as the VM20i, but has XYZ axis travel of 1 060 x 610 x 610mm, 

table working surface of 1 270 x 610mm, table T-slots 5 off x 18mm/100mm centers,
a maximum table load of 1 360 kilograms and spindle nose to table of 152mm/762mm

Hurco South Africa 
Hall 6 Stand J07

Hurco will have three machines on display. This includes 
the VM20i vertical machining center with new enhanced  
graphics package (1.4 x faster), the new MAX5 control, 
Ultimotion that reduces cycle time by up to 30%, 

improved LED cabinet lighting, enhanced Version 9  
software, new solid state hard drives, the all new  
ergonomically designed machine surround, optional  
Ultimonitor incorporating Ultinet (networking) and ESF 
(Extended Shop Floor) capability of remote diagnostics,  
XYZ axis travel of 1 016 x 508 x 508mm, table working  
surface of 1 168 x 508mm, table T-slots 5 x 18mm/100mm  
centers and a maximum table load of 544 kilograms.

Also on display will be the bigger VMX42i vertical  
machining center that has all the new I machine  
enhancements as the VM20i, but has XYZ axis travel of  
1 060 x 610 x 610mm, table working surface of  
1 270 x 610mm, table T-slots 5 off x 18mm/100mm centers, 
a maximum table load of 1 360 kilograms and spindle nose to 
table of 152mm/762mm.

The third machine is the TM8i that also has all the  
I machine enhancements but is a CNC turning machine.  
The machine has a distance between centers of 588 mm, 
swing over bed of 525mm, swing over cross slide of 300mm, 
maximum turning diameter of 356mm, maximum turning 
length of 446mm and hydraulic 3-jaw chuck size  
of 203mm. 
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Iscar South Africa 
Hall 6 Stand E06

Iscar will emphasise the theme 
‘Machining Intelligently’ on their stand and 
their leading-edge tools will be displayed. 
These tools help customers adapt to  
high-speed and high-feed machining,  
minimum quantity lubrication (MQL) and 
other modern machining strategies.

Products, including High Qline products, 
such as Do-Grip Jet Line, Cham IQ Drill 700, 
Sumocham IQ, Sumo Unicham, Sumogun, 
Onetap, Swisscut Innoval, Millshred P290, 
Helido 690 line, Spinjet, Flashturn,  
Deca IQ Thread, Penta-IQ Grip, Tang-Grip IQ, 
Heli IQ Mill 390, Dove IQ Mill, Dove IQ Grip and Dove IQ Turn 
will be on display.

During this golden jubilee year of Iscar’s 
existence in South Africa, the company is 
recommitting itself to profound service by 
strengthening its many teams and channel 
partners to assure it adapts to the growing 
changes in this region of the world. This 
includes smartphones, tablets and the Web 
2.0, which provide new platforms, alongside 
the common use of paper, to convey and 
implement marketing messages. Iscar are 
investing heavily in these new forms of  
communication and customers can gain 
substantial benefits by using these new  
systems in real-time.  

You will also be able to find out more 
about the new innovative tool families under the IQ Startup 
campaign.

Machine Tool Promotions 
Hall 7 Stand B06

Machine Tool Promotions offers a fully integrated range of 
products and services in the machine tool field. They sell an 
extensive range of new machine tools, as well as used and 
modernised machine tools.Their rebuilding division can  

completely modernise your machine tools, including the 
mechanical and geometric rebuilding of your machines and  
the retrofitting of new Siemens, Fanuc or Heidenhain CNC  
systems. Their machining division provides specialised  
machining services and their fabrication division can  
provide bed and column extensions for your machine tools.

Mafema Sales Services 
Hall 6 Stand B14

Mafema Sales Services are the agents 
for Heidenhain products. These include 
milling and lathe controls, linear and rotary 
encoders, manual machine readouts, 

length gauges and touch probes for lathe 
and milling. The company is also the agent 
for Metronix GMBH products that include 
drives for servo motors and mine surveying  
equipment. A range of this equipment will 
be on display.

Mecad Systems  
Hall 6 Stand E12

Mecad Systems will exhibit its three main software solution 
partners: SolidWorks, Mastercam and Sigmanest. 

SolidWorks 3D CAD delivers powerful functionality with the 
intuitive SolidWorks user interface to speed up your design  
process and get you to market faster. 

Mastercam delivers CAD/CAM 
software tools for all types of  
programming, from the most 
basic to extremely complex 
including 2-axis machining,  
multi-axis milling and turning, 
wire EDM, router applications, 
free-form artistic modelling and 
cutting, 3D design, drafting,  
surface and solid modelling. Also 
on the stand will be a robotic arm 
manufactured by Jendamark,  
giving demonstrations of how it 
can be used in a machining  
environment.

Sigmanest is a nesting  
software solution for all  
fabrication machines including 
laser, plasma, oxyfuel, waterjet, 
CNC router, punch, knife, tube 
and pipe. Nesting is the process 
of arranging cutting patterns on 
raw material in order to minimise 

waste, reduce fabrication time and increase productivity.  
From true shape nesting to manufacturing resource planning, 
the Sigmanest team is ready to assist on the stand with any 
technical or sales queries. 

Technical and sales personnel from SolidWorks, Mastercam 
and Sigmanest will be on the stand to analyse your needs and 
to provide you with the right solution for your workshop. 
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Metal Chip Machinery  
Hall 6 Stand K16

Metal Chip Machinery supply, install, commission  
and maintain capital equipment and provide the spares and 
consumables necessary to ensure that your asset need not 
stand idle. Metal Chip Machinery are agents for European 
and Asian manufacturers of cutting, forming and chip removal 
equipment as well as tooling and accessories. These include 
Kaltenbach, CoastOne, Gerradi and Buffalo Machinery 
(Microcut) amongst others.

On display will be a CoastOne electric press brake,  
Buffalo Machinery Microcut MicroPanther 446 CNC flatbed 
lathe and a Leiming CNC laser.

Metal Sheet Tools Services (Pty) Ltd 
Hall 6 stand B16

Manufactured in the USA, Metal Sheet Tools Services  
is the distributor in South Africa for Mate Precision Tooling that 
manufacture replacement tooling for Amada, Trumpf, Euromac 
and Prima Power. The company is also the South African  
distributor for Ophir Optics of Israel that manufacture optics for 
all industrial laser cutting machines. The range of laser  

consumables is further supplemented with the supply of  
nozzles, ceramics, nozzle adapters, nozzle bodies, bellows, air 
and gas filters, vacuum pump filters, dust extraction filters and 
replacement triodes.

The company will be exhibiting a full range of punch  
press tooling for all CNC punching machines. A full range of 
laser consumables and spare parts will be on show as  
well. 

Metal Chip Machinery supply, install, commission and maintain
capital equipment and provide the spares and consumables necessary to ensure

that your asset need not stand idle
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MicroStep South Africa 
Hall 6 Stand J10

MicroStep SA are the agents for plasma cutting, laser  
welding and laser cleaning and surface preparation equipment 
in South Africa.

The company will have a MicroStep MG plasma cutting 
machine with a bed size of 2 by 1,5 metres on display. The 
machine will be equipped with the brand new ABP technology 
(Additional bevelling process) for additional cutting of bevelled 
edges on straight pre-cut parts. The process enables accurate 
automated preparation of welding surfaces on parts pre-cut on 
other machines and / or using other cutting technologies  
(e.g. oxyfuel) or on parts with thickness beyond the capacity 
of the particular plasma source for direct bevelling (e.g. part 
thickness of mild steel > 70 mm). Additionally, the machine 
has tapping, drilling and tube cutting options on it.

The company will also have a laser welding machine from 
Alphalaser on display.

Laser cleaning and surface preparation: Laser surface  
de-coating / paint stripping and rust removal are used as a 

cost effective and environmentally friendly alternative to  
conventional abrasive or chemical processes. MicroStep SA 
together with IPG will be showcasing this revolutionary  
technology.

MJH Machine Tools 
Hall 7 Stand B8

MJH Machine Tools, a distributor of 
machine tools, plastic injection  
moulding machines and accessories for 
over 30 years, will be exhibiting a range 
of Akira Seiki machines. On the  
machining center side these will include 
the high speed SR3XP CNC vertical 
machining center with XYZ axis travels of 
762 x 410 x 460mm and maximum table 
load of 1 100 kilograms and a V5.5XP 
CNC machining center with XYZ travels 
of 1 350 x 540 x 560mm and XYZ rapid 

feeds of 40/40/25m/min.
 On the turning center side,  

MJH Machine Tools will have a  
Performa SL25 8” CNC lathe operating. 
The machine has a swing of 530mm and 
a cutting length of 400mm and cutting 
diameter of 350mm.

 Also on the stand will be a Ctek 
KM180 linear milling machine with a 4th 
axis rotary table on it. The machine has 
XYZ travels of 1 800 x 650 x 620mm and 
a table load of 1 200 kilograms. MJH 
Machine Tools will also be displaying a 
ZNC spark eroder.

Multitrade Distributors 
Hall 6 Stand K12 and K14

Multitrade Distributors is a wholly owned South African 
company that supplies tungsten carbide cutting tools as well 
as holding tools to the engineering and manufacturing  
industries. Founded in Port Elizabeth in 1983, the main  
objective of the company is to introduce and maintain total 
tooling solutions to these industries.

Since inception Multitrade Distributors has been the sole 
distributor for Mitsubishi Materials products in the Southern 
African regions and later introduced various other product 
offerings to its range, such as: SsangYong Ceramic Cutting 
Tools, NT Tool Corp, Komet Group, Arno Werkzeuge and  
Kintek. The company head office is situated in Johannesburg 
with branches in Cape Town, Port Elizabeth and Durban. Other 
areas are serviced through a network of smaller distributors 
outside the reach of the branches.

Multitrade Distributors will be running a competition while 
at the exhibition. All you have to do is visit their stand and  
drop off your business card to stand a chance to win a  
milling hamper. 

Since inception Multitrade Distributors 
has been the sole distributor for Mitsubishi 
Materials products in the Southern African 
regions and later introduced various other 

product offerings to its range
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PBS Machine Tools 
Hall 6 Stand E04

PBS Machine Tools’ stand will revolve around the concept of 
the smart factory, showing off productivity tools that can ensure 
you run at the highest possible production rate.

The machines on display will include TongTai’s new models 
of machining centers and lathes with increased rapids, higher 
productivity and improved cost: performance ratio. The TongTai 
VMC Model VTX5 provides BT40 torque and capacity on a  
BT30 high-speed machine, direct drive spindle, 30mm drilling 
capacity and 60m/min rapids. The TongTai VMC Model VP has 
a direct drive spindle, 48m/min rapid on X/Y/Z, pre-loaded  
linear guides, tool life management and M24 tapping  
capacity. The TongTai TCS CNC lathe has increased rapid time 
by reducing saddle weight, the servo turret provides  
0.2 seconds indexing time, 5mm cutting depth with 0.5mm  
feedrate with driven tools for increased machining efficiency 
and reduction of second operations. The fourth TongTai 
machine on display will be the 5-axis VMC roller CAM type  

A/C axis with high rigidity  
roller type guide ways 
and 15 000rpm direct 
drive. 

The company will 
also have a Polygim 
Multi 25CNC full  
CNC cam auto 
machine with up to 
four tools cutting 
simultaneously and 
includes a gang  
slide for front  
machining and 25mm 
and 42mm bar  
capacity. Additionally an Honor 
Seiki heavy-duty high-speed vertical lathe that accommodates 
parts from high end automotive production through to heavy 
duty once off components will be on display.

Pilot Tools 
Hall 6 Stand A01

Pilot Tools are manufacturers of tungsten carbide cutting 
tools and mining blanks. Pilot Tools was established in 1939 by 
Mr. James Morrison, the late grandfather of the current  

directors and shareholders, the Morrison brothers. His aim  
was to create a focused, niche manufacturer of quality tungsten 
carbide metal cutting tools and hard rock mining and  
construction buttons, tips and inserts. The company will have a 
range of their products on display.

Puma Machine Tools 
Hall 6 Stand H6 and Hall 7 Stand C2

The main displays on Puma Machine Tools’ stand in  
Hall 6 Stand H6 will be sheet metal and pipe manipulation 
equipment. These will include two JFY press brakes, a  
JFY laser and a CSM tube bender operating with a robot. The 
JFY PR6C 60 x 2050 press brake has a bending length of  
2 050mm and 60 ton force, the JFY PR6C 150 x 3100 has a 
bending length of 3 000mm and force of 150 tons and the  
JFY fiber laser TFC 3015 has a 3kW power source and  
operates with a 3 000 by 1 500mm bed. The CSM 50 pipe 
bending machine will also be on display. 

The main displays on Puma Machine tools stand in Hall 
7 Stand C2 will be metal removal machines consisting of a 
Doosan Lynx 220 LSY turning center with a turning length of 
510mm, a swing of 400mm and turning diameter of 300mm. 
The Doosan GT 2100 turning center has turning diameter  
of 390mm and turning length of 600mm. The  
Doosan DNM 350/5AX is a 5 axis vertical machining center 

with XYZ travels of 600/655/500mm and a table size of 
350mm. The stand will also have a Chevalier CNC surface 
grinder model FSG 1628 operating.

PIM Machine Tools 
Hall 6 Stand B08

PIM Machine Tools will have four machines from 
Salvagnini on their stand. These include a L5 fiber laser, a 
fully automated fiber laser cutting system. The L5 accepts  
a variety of configurations for feeding blanks, picking up  
and stacking finished parts, and unloading skeletons.  
The new all-electric pallet changer is unique in the industry, 
with the processed piece always passing beneath the 
worktable, thereby eliminating any risk of cut parts or  
scrap falling onto the incoming blank.

Another machine from Salvagnini on display will be a  
P1 panel bender that is capable of bending of panels with a 
maximum bending length of 1 250mm and a maximum height 
of 127mm. The third machine from Salvagnini is a B3 press 
brake with ATA. The P1 panel bender and the B3 press brake 
will be integrated to form a Flexcell.

From Soco PIM Machine Tools will be exhibiting a  

 

MC 315 AC saw, FA 111DR saw and a SB51 left / right hand 
tube bender, which is equipped with left and right bending  
technology for maximum flexibility and minimal interference. 
The “U type” pipe bender is especially suitable for complex 
parts and shapes, such as automotive head rest, fuel lines, 
heating and cooling systems. 
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Reichmans Capital 
Hall 6 Stand C04

Reichmans Capital offers asset finance and working capital 
funding to growing owner-managed businesses. Prompt credit 
approvals, realistic finance solutions and excellent service to 
meet the funding requirements of your business and provide a 
viable alternative to commercial bank finance is what the  
company offers.

Reichmans Capital have built a strong reputation over  
the past 40 years taking a business approach to finance  
and a people approach to relationships. They pride themselves 
on building long-term trusted relationships with clients and  

stakeholders by offering superior service and  
expertise. 

The company’s Asset Finance offering provides finance for 
productive assets in the form of lease, instalment sale and 
rental finance options to businesses in the manufacturing,  
engineering, plastics, printing and packaging, earthmoving, 
logistics and transport sectors. 

Reichmans Capital finances the import of new and used 
equipment, use paid up equipment as security and offer flexible 
repayment structures to maximise cash flow. Reichmans Capital 
also offers trade finance, debtor finance, asset based lending 
and specialised growth funding.

Renishaw  
Hall 7 Stand C05

Renishaw is one of the world’s leading 
engineering and scientific technology  
companies, with expertise in precision  
measurement and healthcare. The company 
supplies products and services used in  
applications as diverse as jet engine and 
wind turbine manufacture, through to  
dentistry and brain surgery. It is also a  
world leader in the field of additive  
manufacturing (also referred to as  
3D printing), where it is the only UK business 
that designs and makes industrial machines 
that ‘print’ parts from metal powder.

 The Renishaw Group currently has more 
than 70 offices in 35 countries, with over 
4 000 employees, of which 2 700 people 
are employed within the UK. The majority 
of the company’s R&D and manufacturing 
is carried out in the UK and for the year 
ended June 2016 Renishaw achieved sales 
of £436.6 million of which 95% was due to 
exports. The company’s largest markets are 
China, USA, Germany and Japan.

 At Machine Tool South Africa in May 
Renishaw will be displaying their metrology 
solutions including CMM, machine tool,  
laser calibration as well as their additive 
manufacturing technologies.
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Retecon Machine Tools  
Hall 6 Stand J8 and Stand H1

The Retecon Machine Tools Stand H1 will have five DMG 
MORI machines, a Ficep machine, two Kasto machines, a 
Koike machine and two GF Agie Charmilles machines on it.

The DMG Mori machines will consist of CMX 50 U universal 
milling machine for 5-sided machining with XYZ axis of 
500/450/400mm and table size of 630 x 500mm. The DMG 
MORI CTX 450 lathe has a turning diameter of 400mm and a 
turning length of 600mm. Just recently released the DMC 650 V 
milling machine has XYZ travels of 650 x 520 x 475, rapid  
traverse of 42m/min and a table load of 800 kilograms. The 
NLX 2500Y with Y-axis and hobbing capabilities. There will also 
be a DMG MORI tool pre-setter on the stand.

The Ficep machine is an Excalibur, a CNC controlled  
horizontal mono spindle drilling line to process profiles, the 
Kasto machines are fully automatic band saws and the Koike 
PNC 12 is portable, operated by CNC and suitable for both 
plasma or oxy-fuel cutting.     

The two GF Agie Charmilles consist of the new  
Cut 350E EDM machine and the SP 3 U die sinking machine.

The Retecon Machine Tools Stand J8 consists of Trumpf 
sheet metal equipment. The Trumpf TruBend 3100 is a  

100 ton force press brake with 3 060mm bending length, the 
Trumpf TruLaser 3030 fiber laser with a table size of  
3 000 by 1 500mm and 3kW power and the all  
NEW Trumpf TruPunch 1000 punching machine with a  
working area of 2 050 x 1 250mm which can at a later date be 
upgraded to a Punch/laser combination machine.

Other equipment on the stands will include Hexagon  
measuring and CM equipment such as laser scanning arms 
and a 3D measuring machine.

RGC Engineering  
Hall 7 Stand A01

RGC will have a full interactive Measurelink statistical  
process control system (SPC) setup, showing the latest  
in integration of digital measurement tools. 
This will include micrometers, vernier’s, 
height gauges and other small tools.  
RGC will also be showing the ability to  
integrate this with other capital items like 
3D coordinate measurement machines 
(CMM), vision machines (2D and 3D optical 
measurement machines), Surftest  
(surface roughness tester) and others.

On the Marposs side RGC will be  
showcasing some of the state of the  

art solutions for production inspection requirements, manual 
hand held inspection gauges, in line bench measuring  
fixtures and fully automated in line inspection systems for  
specific custom inspection requirements including Real Time 

SPC.
RGC will be showcasing a range of 

GOM Atos Core scanners in various  
setups and measuring volumes as well as 
the portable Tritop system that measures 
coordinates of 3D objects quickly and  
precisely, showing capabilities of  
3D digitising, deformation analysis,  
CAD overlay and full inspection.  
Live demonstrations will be done at the 
stand.

Skok Machine Tools Hall 6 Stand F01
Skok Machine Tools are adopting a “one stop machining 

shop” philosophy at the exhibition. They will be exhibiting a 
CNC vertical machining center from Johnford, a CNC lathe from 
Goodway, a 4th axis rotary table from Golden Sun along with 
a band saw from Mega. Information and videos on the Ocean 
beam drilling lines will also be available. 

On the tooling side of the business the company will be 
exhibiting Kyocera cutting tools, Allied drilling products,  

Smicut thread milling and solid carbide tooling and holding 
tools from SYIC.

 The machines will be run on “dry run” demonstrations 
throughout the exhibition demonstrating the machine  
capabilities and the tooling options available. There will be a 
focus on the MFH range of high feed cutters from Kyocera, the 
endless turning and milling options from Kyocera, the thread 
milling range from Smicut, the SYIC holding tools and the  
versatility of the Allied drilling range.

Somta Tools  
Hall 6 Stand G04

OSG Corporation recently became Somta 
Tool’s largest shareholder and has big plans 
to take Somta Tools to a whole new level 
of excellence. As Somta Tools and OSG join 
forces, their customers will now have the 
opportunity to enjoy the benefits of two highly 
recognised international cutting tool  
manufacturing companies offering a wide  
variety of the latest innovative technologies 
available from both companies. 

OSG Corporation is a comprehensive  
cutting tool manufacturer that holds a large 
international market share in its mainstay 

industry. Somta Tools manufactures HSS and 
solid carbide products.

Somta Tools and OSG will use the  
Machine Tools Africa 2017 exhibition to  
promote the relationship between the two 
companies. A selected range of OSG products 
will be launched at the exhibition. Other  
OSG products will also be on display.  
These will include OSG’s high performance 
carbide drills, micro-sized carbide end mills 
and their latest ranges of indexable drills as 
well as their powder material A Tap Series  
and a variety of HSS-Co extra long drills. 
Somta Tools’ existing product line will also be 
on display. 
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Star Tooling  
Hall 6 Stand C13

Star Tooling is the sole South African distributor for  
precision cutting tool world brands such as Tungaloy, Rego-Fix, 
HKF, Zeus, Rotor, Benz and Pinzbohr.

The product range includes carbide cutting tools from 
Tungaloy, the original ER collet system, the powRgrip® System, 
micRun® System, secuRgrip®, reCool® Cooling System and a 
variety of other toolholders, collets, nuts and accessories from 
Rego-Fix, cutting tools from HKF, knurling and other special 
tools from Zeus, live centers and chucks from Rotor,  
tooling systems for turning and milling machines and  
machining centers from Benz Inc and rugged boring heads and 
systems from Pinzbohr. A range of these products will be on 
display.

Stillam CNC Programming Solutions  
Hall 6 Stand B15

Vero Software’s South African reseller, Stillam 
CNC Programming Solutions, are partnering several 
machine tool resellers with their software products, 
Edgecam and Radan driving CNC machines on a  
variety of stands.

“The show is quite a revolution. It’s set to be the 
biggest trade exhibition of its kind in Africa. It’s a 
showcase of all that rotates, turns, cuts, forms, bends, 
shapes and more. It’s the perfect venue to highlight 
Edgecam and Radan’s powerful programming abilities 
on machines from several different manufacturers, 
across the range of cutting technologies,” says  
Ryan Scott, from Stillam.

As well as partnering the machine tool resellers, 
Stillam will also be displaying Edgecam, Radan and  
PartXplore on their own booth with a dedicated  

support desk for that week for customers visiting the  
exhibition.

Talmac Machine Tools 
Hall 6 Stand H05

Talmac Machine Tools are suppliers of Faccin  
(plate rolls, section benders and dished ends),  
Gasparini (pressbrakes, plasma’s, shears),  
Prima Power (lasers,punching and bending) and  
Omera (presses, ironworkers and trimming machines)  
and Bigstone (band saws).

On display the company will have a Prima Power E5 X 
punching machine with a worktable of 1 250 by 2 500mm  
and a Faccin plate roll 4 HEL 3134 that has a roll length  
of 3 050mm.

Taegu Tec  
Hall 6 Stand G08

TaeguTec has grown to become not only South Korea’s  
largest and most innovative industrial cutting tool  
manufacturer, but also an important provider of tungsten  
powders, solid carbide rolls and specialised industrial products 
to the world at large.

TaeguTec is a full-service cutting tool provider with an  
extensive line of tools for every industry. TaeguTec’s product 
lines of tungsten carbide cutting tools include inserts and  
holder bodies for turning, milling, drilling, grooving, parting 
applications and solid carbide tools and tooling systems.  
The latest products from tooling ranges will be on display.

TaeguTec will also have a complete range of drills on  
display including replaceable-head drills,  
indexable-insert  
drills,  
solid-carbide  
drills  
and  
replaceable- 
head  
drills with  
indexable  
inserts.
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TH Machine Tools 
Hall 7 Stand B05

TH Machine Tools specialises in used, reconditioned and 
new fabrication, manufacturing and engineering machines, 
including press brakes, guillotines, plate rolls, metal workers, 
lathes, milling machines, drilling machines, bandsaws and 
more.

TH Machine Tools supplies the engineering industry with 
good quality and value for money machines tools, services and 
spares. All machines go through a thorough commissioning  
process before leaving the floor, and a reliable team of  
specialised technicians attends to all after sales services and 
maintenance. The company will have a range of the machines 
they market on display.

Toolquip & Allied  
Hall Stand C14

Toolquip and Allied will be exhibiting a full range of  
CNC and conventional machines. Some new machines that  
will be on show will be the Omni Router, Yimeng high speed 
CNC tapping center, a VMV850 CNC mill from Weida,  

a Focus FCL-200HT turning center, Cosen automatic bandsaw,  
a Rongfu bandsaw, a Pinnacle milling machine with  
Newall digital readout, a Baty vision system, a range of  
Mitutoyo measuring equipment, the latest drilling and milling 
technology from YG1 and a range of new products from  
Korloy Carbide.

TDC Cutting Tools 
TDC Cutting Tools Inc. is one of the fastest growing cutting 

tool manufacturing companies in the world, and one of the 
world’s market leaders for high speed steel cutting tools.

TDC supplies the African market with the Cleveland range of 
industrial cutting tool products, which includes high speed steel 
twist drills that the company manufactures, as well as the  
Cle-Line range of DIY products.

TDC’s industrial range of cutting tools is also available for 
the metalworking industry locally. Products that will be available 
include HSS straight shank drills and HSS MTS drills, with other 
cutting tool product groups such as taps, solid carbide end 
mills, solid carbide drills, reamers, rotary burrs and bi-metal 
saws.

Traceability Solutions  
Hall 6 Stand A24

Traceability Solutions market products in the field of  
marking, identification, and traceability. Their solutions  
give clients brand protection, accountability, authentication,  
traceability and many more important business requirements  
in this day and age. Nothing is too hot, cold, fast, slow,  
rough, or too tough for them. From basic handheld  
marking tools to the most sophisticated pin, laser and  

inkjet solutions for every manufacturer and  
application. 

They provide a wide range of marking and identification 
solutions for industries including automotive, aviation,  
carpentry, engineering, livestock, mining, medical,  
pharmaceutical, construction, plastics, military, heavy/primary 
metals and much more. From conventional marking methods, 
pinstamp and laser marking systems, to direct part marking, 
high-security tags and barcode scanners.

Victor Fortune 
Hall 7 Stand A12

Victor Fortune will be showing off the latest developments 
in automation. On display will be a VT 26/60 HD CNC lathe with 
overhead gantry. The machine has a maximum turning capacity 
of 410mm with 600mm between centres and a spindle bore 
bar capacity of 75mm. This new HD version is an upgrade on 
the very well tried and proven VT 26 that has been sold in the 
South African market for many years. 

The gantry will also be supplied by Victor 
and will consist of a GR-10 2-axis  
overhead unit running on LM linear 
guides and driven and controlled by 
servo motors assuring high speed 
(90/60m/min for horizontal/vertical 
axis), stability and positioning  
accuracy of +/- 0.05mm.  This reliable 
and affordable system will help with the 
loading and unloading of components 
to increase production and reduce  
overheads.

The new Victor P106 CNC vertical 
machining center will be on display for 

the first time. Designed for high performance machining,  
particularly in the mould and die industry. The extra wide  
castings allow for fast 48m/min rapid travel rates and a  
12 000rpm spindle with BBT-40 tooling. This machine will be 
partnered with a Fanuc robot to show latest available aids to 
productivity.

Also shown for the first time will be the new NP-16 CNC 
lathe for small components where speed is of utmost  

importance. The footprint of this machine 
has been reduced to take up far less 
space than previous machines. This 
machine will be equipped with a  
Fedek barfeeder.

Victor will also be showing their 
well-established plastic injection 
moulding machines with the latest  
140 ton Energy Saving machine on 
display.

Also on display will be a Palmary 
ODC series CNC cylindrical internal  
and external grinder with a grinding 
capacity of 320mm diameter and 
600mm between centres.  
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Other companies which are exhibiting but did not submit 
any information at the time of going to print include AG Sharp 
Supplies and Services, Allfi Waterjet, Baypac / Bantleon, 
CAD House, CML Machine Tools, CNC Clear Cut, Coalition 
Engineering Supplies KZN, CTSA (featuring Electron),  
Efamatic Machine Tools, Elliot & Small (Transvaal),  
Elquip Solutions, Engineering Dynamics, Fanuc South Africa, 

Gallo Industrial Solutions/ Shanghai Gas Welding Equipment, 
Hytorc, Lind SA Automation, LSG Machine Tools,  
Magnum Machine Tools, Meridyen Int’l Fair, MultiCam, Pilana 
Metal S.R.O, Product Development Technology Station/Centre 
for Rapid Prototyping & Manufacturing, Randie Machine Tools, 
SAIMC, Samsung Machine Tools, Siemens, Somo-Sirio-Soitaab, 
Torchtech Supplies, Trotec Laser and Walker Machine Tools.

WD Hearn Machine Tools 
Hall: 7 Stand C05, Hall 7 Stand D05, Hall 7 Stand C08,  
Hall 7 Stand C06

WD Hearn Machine Tools was founded in 1937 and is  
celebrating the company’s 80th anniversary this year. 

With just over 300m² exhibition space spread across five 
stands, WD Hearn Machine Tools are going to showcase a 
Leadwell CNC machining center, the V50 L with Siemens 828D 
control, a large Leadwell LTC 25 IXXL box way turning center 
with Siemens 828D control, a small Leadwell T5i linear way 
CNC turning center with Fanuc control and a Fanuc robot that 
will be interfaced to a Renishaw Equator mass production  
gauging system, and a Leadwell CNC V-42i Economy vertical 
machining center.

WD Hearn Machine Tools will also be introducing the first 
LK TC-710 BT30 drilling and tapping center with the Siemens 
828D control and 12 000RPM DDS and 3+2 trunion table from 
Detron offering 5-axis capabilities on a small compact machine. 

From Nikon Metrology, the company will display the  
MCAx 2.0 articulated arm with MMDx100 Scanner for reverse 
engineering and a state-of-the-art precision Nikon Altera CMM 
with LDx 60 scanner. 

On the waterjet cutting side the latest Flow Water Jet  
Mach 2 with 3 x 2 metre table will be on display. In the field 

of EDM the company will be showing a Mitsubishi MV 1200s 
WEDM and a Mitsubishi EA 12S CNC EDM. 

The company will also exhibit a Kitamura CNC machining 
center — the high-powered MyCenter 4XiD, a 3-axis milling 
machine. There will be extensive Renishaw machine tool  
probing demos on the machines, as well a variety in machine 
tool accessories and tooling. 

Yaskawa Southern Africa 
Hall 6 Stand G06

Yaskawa Southern Africa delivers innovative robotic  

solutions for virtually every industry and robotic application.  
The company offers arc welding robots, gantry solutions,  
welding fixtures, packaging robots, including palletising  

handling solutions and robots 
for machine tending robots 
for CNC metal removal, sheet 
metal and fabrication. The 
company also provides inverter 
drives, servo drives and motion  
controllers, introducing  
many ground-breaking  
innovations over the past dec-
ades. Products are used  
in all fields of machine  
building and industrial  
automation and have a high 
reputation for outstanding 
quality and durability. 
Additionally, the company 
offers accessories such as 
welding torches, torch mounts, 
cables, wire feed units and 
torch cleaning systems.

The company will have a 
number of robots on display  
including one tending a  
CNC machine tool.

WD Hearn Machine Tools was founded in 1937 and is celebrating the
company’s 80th anniversary this year. The company will have just over  

300m² exhibition space spread across five stands
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Auto Industrial Group transforms 
its high-volume machining, mould, 

shotblasting and sand handling systems

When you are supplying a range 
of safety critical components to 
all of the automotive OEMs in 

South Africa your attitude towards your 
production operations and systems has to 
be progressive and inefficiency is not an 
option. 

That is why the Auto Industrial Group 
has spent over R50 million in the last 
two to three years on new equipment 
and systems for its two cast iron foundry 
operations that are situated in Isando 
and Wadeville, Gauteng. The number is 
even more impressive — R375 million 
over the last 10 years — when you take 
into account what has been spent at its 
machining operation in Spartan. And 
capital expenditure for the foundries and 
machining operations is not destined to 
stop there. Already in the advanced  
stages of planning is the installation of a 
third automatic moulding line that could 
be up and running by 2019, depending 
on whether the company wins future  
projects from the OEMs and the  
government commits to an  
extension of the Automotive Production 
and Development Programme (APDP) 
beyond 2020. 

“These investments in plant and 
equipment were made with assistance 
from the DTI’s Automotive Production 
and Development Programme (APDP), 
more specifically the Automotive Incentive 
Scheme (AIS). The AIS provides for a cash 
grant of up to 30% of the value of  
qualifying investment in productive  
assets by component manufacturers.  
The planned investment in a new foundry 
line would only be possible if the  
DTI continues to assist component manufacturers through the 
AIS or a similar programme when the APDP programme comes 
to an end in 2020,” said Andrea Moz Managing Director/CEO 
of Auto Industrial.

The foundry industry in South Africa is at best struggling to 
survive and the success of Auto Industrial is in stark  
contrast to this precarious situation. Moz is convinced that by 
continuing to invest in new technologies and processes,  
Auto Industrial has been able to keep running costs at a 
manageable level and has reaped the rewards of incremental 
increases in volumes.

“Investing in new technologies and processes is vital when 
you are running factories at maximum capacities. You cannot 
afford the excessive down time and the incurring of significant 

additional running costs by trying to 
extend the life of old obsolete plant and 
equipment.”

As the name of the company suggests, 
auto parts manufacturing has always 
been the primary focus of the company 
with a significant local market share for 
its product offering. Today it is a leading 
supplier to most of the auto OEMs in 
South Africa. In fact virtually 100 per cent 
of the company’s output is supplied to the 
local OEMs including Nissan, BMW, Ford, 
Toyota, Mercedes Benz, GM and VWSA.

Established in 1968 as Auto Industrial 
by Dean Fragale the company  
manufactures steering knuckles, brake 
discs, brake drums and wheel hubs as its 
core products. However, Auto Industrial 
also manufactures many other products 
like differential components, gearbox 
covers, flywheels, clutch plates, wheel 
carriers, pinions, brackets and ball joint 
attachments among others.

The company has had various  
owners and partners during the course of 
its history. These included ZF Lemfoerder 
and Brembo with ZF being the owner 
since 2006. However, in 2013 ZF 
Friedrichshafen AG, the holding company 
of ZF, decided to realign its business and 
sell its South African subsidiary. Local  
private equity investment company, 
Trinitas Private Equity, purchased a 70% 
stake in the Auto Industrial Group with 
the remaining 30% of the business sitting 
in the hands of a management equity 
pool. Although Trinitas do not get involved 
in the day-to-day issues of the business, 
they are fully aware of and support the 
strategic direction management has put 

forward. 
“Trinitas Private Equity has since increased its exposure in 

the automotive arena when in November 2016 it purchased 
Powertech Industries a subsidiary of Allied Electronics (Altron) 
Battery Group. The Powertech Battery Group manufactures 
and distributes a wide range of automotive batteries for the 
South African market, including Willard and Sabat batteries.”

Spartan
The main machining plant of Auto Industrial is located in 

Spartan, Gauteng. The 20 000m² under roof facility comprises 
two factories. The one is mainly involved in roughing and  
finishing of round parts such as brake drums and discs and 
the equipment is made up mainly of lathes and turning  

Discs that have been machined. Auto 
Industrial machines thousands every year

Inline inspection is very much
part of Auto Industrial’s machining plant 

in Spartan
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centres. Many of the lines are fully automated.
The second factory is involved in the machining of  

asymmetrical shape components such as knuckles and  
differentials. Here milling work is predominant and you will 
find machining centres as the predominant machine on the 
shopfloor.

With over 300 CNC machines on the shopfloor you are 
overwhelmed when you visit. The mix is made up of Pittlers, 
Weissers, Chirons, Okumas, Hyundai-Kias, Hitachi-Seikis, 
Leadwells, DMG MORI’s, Hellers, Doosan Pumas, and Quasers 
to name a few. Organised by cells catering for the various 
machining operations and product lines the flow of work is 
clear to see. 

The quality ratings of the company are ISO TS 16949, 
ISO 14001:2004, ISO 9001:2008, Ford Q1 and 430 staff are 
employed at this location.

 
Castings and forgings
The company has for a long time had the philosophy of 

being in control of its own destiny, and the key components to 
feed the numerous machines are castings and forgings. The 
company acquired the first of its two foundries in 1984 and 
added the second one to the asset list in 2009. 

Since a number of final components supplied are first 
forged and then machined before being assembled, the  
company acquired Hubco Forgings in 1985.

Wadeville Foundry  
Auto Industrial Foundry manufactures grey iron and 

high carbon castings and is located in Wadeville, Gauteng. 

Operating from a 48 000m² property with 24 000m² under 
roof, the foundry has recently been through a major  
refurbishment and installation of new equipment that doubled 
production capacity.

With a melt capacity of 40 000 tons per annum the 
foundry is equipped with a Loramendi moulding machine with 
a box size of 750 x 600mm. The castings emanating from this 
foundry range between four and 22 kilograms and there are 
170 employees.

Isando Foundry
Isando Foundry, which was only acquired in 2009,  

produces ductile iron and grey iron castings. The foundry  
operates from a 20 000m² property with 10 000m² under roof 
and is located in Isando, Gauteng.

The melt capacity of the foundry is 30 000 tons per annum 
and it operates one Disa line with a box size of 750 x 535mm. 
Casting weights of the various components vary between one 
and 22 kilograms and there are 110 employees.

Hubco Forgings
The company’s main activity is hot forging of steel forgings. 

Operating from a 23 000m² property with 18 000m² under 
roof, it is also situated in Wadeville.  

The capacity of the companies machines are 500, 750, 
1300, 2000, 3000 and 4000 tons and the capacity is in the 
region of two million parts per annum with steering knuckles, 
wheel hubs, spindles, control arms, side gears and ring gears 
in the mix of components forged. Some pre machining is done 
at this plant.

Auto Industrial have recently installed four 
new DMG MORI DMC 60 H milling machines 
supplied by Retecon Machine Tools

Components ready to be machined on one 
of the new DMG MORI DMC 60 H milling 

machines 

Auto Industrial has
recently won new orders
to manufacture and
machine automotive
components

The company has its own toolroom. “Having our own toolrooms enables us to have a fast 
turnover time with a significant reduction in cost. We are also able to do prototype tooling 
and changes can be made quickly to suit new processes. This facility allows us to manufac-

ture quality tooling and patterns because of the intimate knowledge of the project, and thus 
tracking of the project is much easier and customers are allowed to have visual inspection 

in-house and if necessary, changes can be made quickly.”

Auto Industrial have also recently purchased 
two new Doosan Puma CNC turning machines 

supplied by Puma Machine Tools
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Process development is done from 3D models and the 
company has a fully equipped tool room for in-house die  
manufacturing. Other operations include billet cutting,  
CAD/CAM methodology, die modelling, Magnaflex crack  
detection and heat treatment.

Investment in new processing machines for foundries
In the last year or so the Auto Industrial Group has spent 

over R50 million on new equipment and systems for its two 
cast iron foundry operations, mostly in post casting operations. 
The difference between the two foundries is that Wadeville 
Foundry operates on an automated press pour system whereas 
Isando Foundry operates on a tundish continuous moulding 
system.

However, post-casting the foundries are very similar and 
this is where the majority of the investment has taken place.

“It’s a combination of many factors that have driven us 
to investing. We continually invest in the latest technology 
and always put in the required capacity as and when needed. 
Additionally, we are always looking at continuous improvement 
in our manufacturing processes to avoid mechanical damage, 
eliminating waste, cutting manufacturing costs, increasing  
productivity and improving workplace safety,” said Moz.

General Kinematics Vibra-Drum® sand and  
casting conditioners

“At both foundries we have installed a new General 
Kinematics Vibra-Drum® sand and casting conditioner in the 
shakeout operation. This includes the conveyors and agitation 
systems post and prior the drums. The gentle tumbling action 
of the drums keeps the castings in a bed of sand, never  
dropping or creating impact during the shakeout process  

and it eliminates any mechanical damage.”
“Furthermore, high frequency agitation efficiently reduces 

sand to original grain size. Put it all together and you have a 
simple, easy-to-maintain, non-rotating design with all the  
environmental benefits of a totally enclosed drum but with 
no air handling, sealing, or interface problems and no casting 
damage.”

“A big benefit has been the lower temperature of the  
castings once they exit the shakeout system and the  
homogeneous sand returns for reclamation. Initially the lower 
temperature of the castings created a minor problem for 
removing the runners and risers but we have now come up 
with a satisfactory solution.”

“You could say that we have achieved all the objectives 
that we were looking for before installing the drums.”

Extraction hoods for induction furnaces at both foundries
“Currently being installed on the induction furnaces at 

both foundries are BO Anlagenbau extraction hoods. They are 
designed to control our heat and dust capturing in the harsh 
conditions of the melting areas. We anticipate savings on  
electricity bills because there will be less loss of heat during 
the melt and temperature variation of the metal, and of course 
the capturing of the dust in the exhaust air through a duct  
system will contribute to our environmental protection.”

“Once we have completed the installation of the extraction 
hoods at both foundries we will be awarded our permanent  
Air Emissions License that will sit comfortably with our  
ISO/TS 16949, 9001, 14001 certification that we hold at all 
four of our manufacturing plants, and will be fulfilling our  
commitment to maintaining the highest environmental  
standards possible in this type of industry.”

More components that have been machined Steering knuckles ready for delivery

A Haas VM 6 that is used 
in the toolroom

The Spartan machining facility has a number
of Weisser machines on the shopfloor
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Automation is deployed at Auto Industrial
wherever possible

Inspection systems are visible wherever you go
on the machining site in Spartan

New Pangborn shot blasting machines
The benefits of the new General Kinematics drums have 

also been extended to the shot blasting operations, where Auto 
Industrial have spent R19 million on two Pangborn machines 
that were installed just over a year ago. One was installed at 
the Wadeville foundry, which is a continuous shot blaster type 
TR3-11, and the other one is an overhead monorail conveyor 
unit that has been installed at Isando foundry.

“With the installation of the General Kinematics drums at 
the foundries the castings are now arriving at the shot blasting 
machines virtually sand free. This has had a huge implication 
on the quality.”

Windows of shutdown for installation
“We have had a long relationship with all the OEMs based 

on good quality products, supplied on time. Over the past  
40 years we have virtually removed all OEM in-house  
manufacture of the core components that we manufacture for 
them. As a result they now rely on us and we cannot afford to 
offer excuses. We run a 24-hour operation and cannot have 
our manufacturing operations standing idle.”

“It was therefore imperative that the planning of the  
installation of the new equipment took place during the annual 
shutdown in December and during the shorter version in April. 
We are happy to say that we had complete cooperation with the 
suppliers of the equipment and there was a seamless integration.”

X-ray crack and leak detection
The volume of castings being manufactured on a daily 

basis at both the Isando and Wadeville foundries runs into the 
thousands. Isando foundry is producing about 9 000  
components a day and Wadeville foundry between 6 000 and 
7 000, depending on demand. The mix of components is  
different at both foundries but the volume is still high for a 
South African foundry.

“We are competing against international competition in a 
very competitive automotive OEM market. The difference lies in 
the volumes. In South Africa we generally quote for thousands 
of units while elsewhere they quote for hundreds of thousands 
of units or even millions. However, we still have to achieve the 
same quality standards and supply performance,” explains Moz.

“Typical foundry casting flaws such as porosities, the  
formation of pores and blisters, thermal cracking, dimensional 
changes and inclusions can occur in all casting techniques. 
We therefore have to be constantly aware of these flaws and 
this is why we have invested in the latest x-ray crack and leak 
detection systems.”

Inspection and quality
Equally important to Auto Industrial is tolerance inspection 

of its cores and cast components. In view of the growing 
complexity of shapes and functions, the scanning, analysis  
and inspection is carried out with 3D measurement systems.  

Components coming off one of the 
300 CNC machines on the shopfloor

The company has also manufactured 
some of its own inspection machines

Mitutoyo high  
accuracy CNC  
controlled  
CMM for measuring 
cores and castings. 
This technique allows 
for process control 
of cores and product 
with the possibility of 
SPC real time data 
capturing and  
process analysis. A 
new CMM machine 
has recently been 
installed at the 
machining plant in 
Spartan and also at 
the Wadeville  
foundry, both  
supplied by  
RGC Engineering
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In this department the company has invested in a GOM 3D 
scanning and inspection system and a Mitutoyo Crysta-Apex S, 
a CNC coordinate measuring machine.

Briquetting
Auto Industrial’s machining plant processes over three million 

components a year that results in a huge amount of metal 
shavings and swarf. The two foundries are now benefitting as a 
result of the company investing in a briquetting machine.

“We used to sell our shavings and swarf on the open market. 
With the amount of components that we are machining we 
generate a huge amount scrap material that we realised we 
could put to better use. The solution has been installing a  
briquetting machine at our machining plant and we now  
recycle all this scrap material from our machining operations. 
The outcome is that we are now supplying the foundries with 
400 tons of compacted scrap that is ideal for melting. Not only 
are we saving on scrap metal expenditure but we are also  
realising savings on electricity costs, which we all know, along 
with labour costs, have become a major challenge to the  
manufacturing sector in South Africa in recent years,”  
said Moz. 

Complete solution
Auto Industrial also manufactures most of its tooling and 

castings patterns in-house, which significantly reduces lead 
times when implementing new projects. 

“Having our own toolrooms enables us to have a fast turnover 
time with a significant reduction in cost. We are also able to do 

prototype tooling and changes can be made quickly to suit new 
processes. This facility allows us to manufacture quality tooling 
and patterns because of the intimate knowledge of the project, 
and thus tracking of the project is much easier and customers 
are allowed to have visual inspection in-house and if  
necessary, changes can be made quickly.”

“In short we offer a complete solution from design, using 
proprietary software, to manufacturing the tooling, to casting 
the components to machining, along with inspection and  
quality checks.”

“When new vehicle models enter the market, Auto 
Industrial is generally involved in the process. This includes the 
recent introduction of the new Toyota Hilux and Fortuner where 
we manufacture five new components that we have never done 
before, as well as the next generation Volkswagen Polo. We are 
also already included in the next generation Ford Ranger  
currently in the prototype process.”

“The Group has seen a healthy growth of 20% over the last 
three years and we reached the significant figure of R1 billion 
aggregated turnover in 2016, and are looking to grow this 
by another 10% in 2017. We offer a value added production 
chain, from the foundries and forge to machining and assembly. 
In addition, we have been very successful in controlling our 
costs through investment in new equipment and technologies, 
which is paramount in the motor industry,” concluded Moz.  

For further details contact Auto Industrial Group on  
TEL: 011 922 5600 or visit www.autoindustrial.co.za

A view of one of the sections 
of the machining facility in Spartan

The Auto Industrial Group has spent over R50 million in the last 
two to three years on new equipment and systems for its two cast 
iron foundry operations that are situated in Isando and Wadeville. 

Currently being installed on the induction furnaces at both foundries 
are BO Anlagenbau extraction hoods

Auto Industrial’s machining plant 
processes over three million components 
a year that results in a huge amount 
of metal shavings and swarf. 
The two foundries are now 
benefitting as a result of the 
company investing in a 
briquetting machine

The volume of castings being 
manufactured on a daily basis at both 

the Isando and Wadeville foundries runs 
into the thousands. Isando foundry is 

producing about 9 000 components a day 
and Wadeville foundry between 6 000 

and 7 000, depending on demand. 
The mix of components is different at 
both foundries but the volume is still 

high for a South African foundry

Inspection of a raw steering knuckle casting before 
machining, utilising a GOM Compact Scan System. 

This enables manufacturers to immediately check 
product quality and conformance. The  

manufacturer can optimise casting size and weight, 
thus reduce machining times and therefore optimise 

costs and productivity by not machining parts that 
have excess material or are not to specification. 

The machine was supplied by RGC Engineering and 
has been installed at Isando foundry
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Robb and Carter Manufacturing 
specialises in production and 
jobbing machining

Taking something over from your father-in-law 
is no easy task no matter what situation 
you can think of. When you have decided to 

purchase the business from him, that he started 
over a half a century prior, you better make sure 
that you are motivated and confident enough to 
keep the business on a sound footing and not 
run it into the ground. You can say that you have 
made a success of your purchase when,  
nearly 17 years after the acquisition of your 
father-in-law’s prized possession, you have an 
average of 13% growth per year in the annual 
revenue turnover and doubled the size of the  
factory that you operate from.

“You could say it was intimidating at first but 
I had worked at the company for 16 years prior to 
taking 100% ownership of it so the transformation 
was a huge jump in responsibility, but the  
significant support I was given by my predecessor 
provided for a smooth change of ownership.” 

“It was a bold move when Arthur Carter and 
his partner established the company in 1948, not 
long after the Second World War and just up the 
road from where we are situated now in Factoria, 
Krugersdorp. Robb and Carter Manufacturing Co. (Pty) Ltd were 
one of the crop of the post-war ventures that helped to initiate 
and, by constant application of the latest techniques in their 
field, accelerate the vast industrial development of South Africa 
at the time,” said Chris Ziranek, Managing Director of  
Robb and Carter Manufacturing Co. (Pty) Ltd.

“As with many other successful ventures that were started 
with limited financial resources, the company’s entry into 
manufacturing was modest. The staff comprised of the two 
partners — Arthur Carter and Eric Robb — and their equipment 
consisted of two small bench lathes.”

“Their first contract was for making a small quantity of shop 
fittings. Once the contract was completed, they decided to  
specialise in repetition machining and precision work. This is 

still the ethos of the company today although on a grander 
scale and with the utilisation of modern CNC equipment.”

“As a start, the partners concentrated on nuts and bolts to 
customer specification, then developed gradually into  
fully-fledged production engineers. Their early equipment was 
replaced and augmented progressively so that the company 
was soon equipped with modern hydraulically operated turret 
lathes and general-purpose semi-automatic machines. The 
technical staff rose in conjunction with the growth of the  
company and was soon up to 24, which is not much different to 
the staff complement that we employ today.”

“The partners were also big on quality and developed a 
fully equipped inspection department to ensure that every 
component that the company machined conformed exactly to 
specification.”

“This attention to detail won the company a high reputation 
for precision machining to close tolerances. As a result, the 
company was able to gain official recognition as contractors to 
government departments, the gold mining industry and as  
sub-contractors to big companies such as Vecor, as well as 
to manufacturers of drill rod equipment and steel scaffolding 
units.”

Thread whirling
“Robb and Carter was one of the first engineering  

companies in South Africa to make use of thread whirling when 
they introduced this efficient method of making special threads 
on a mass production basis in the mid 20th century. Due to 
this, my late father-in-law, Arthur Carter, became an expert in 
the field and even designed and built his own machine for the 
process. We still use this process in the company today and his 
machine still operates.”

“Thread whirling is a form of the thread milling process with 
the exception that the cutters are mounted on the inside of a 

The original building that Robb and Carter started off in

The management team at Robb and Carter Manufacturing
Chris Ziranek (Director), Elaine Faber, Dolf Marais,

Selwyn Kern and Reinart Bergh
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cutting ring or cutter holder rather 
than the outside of a milling tool.” 

“Thread whirling uses a holder 
equipped with a single or multiple 
inserts that are mounted into an 
attachment capable of helical 
angle adjustments and high speed 
concentric rotation. The workpiece, 
which is advanced at a slow rpm, 
engages the cutting head, which 
in turn is advanced longitudinally. 
The combined rotation of workpiece 
and cutter, and the angle of the 
tool head, generate the thread form 
required. Depending on the part 
configuration, the cutter angle can 
be adjusted to compensate for large 
helix angles.”

“Since thread whirling  
progressively generates the thread, 
the thread is created in a single 
pass and in a shorter time than 
with single-point threading. High feed rates, likewise, shorten 
cycle times. Thanks to the optimally high cutting speed, the 
process delivers very high surface quality and accurate  
geometry. Cutting is clean with faster chip removal, and proper 
cutting edge geometry delivers higher concentricity.”

“Because cutter side clearance is achieved by rotating the 
whirling spindle, as opposed to relieving material under the 
cutting edge, inserts have a significantly longer tool life than 
single-point tools.”

“Perhaps the most important thing to remember for getting 
started with thread whirling is the fact that, because of its  
highly specialised nature, the process requires a different 
mindset than conventional high speed applications. The tool-
holders are designed according to different machine types and 
manufacturers, and it’s necessary to locate a supplier whose 
equipment line best fits the machine(s) on the shop floor.”

“At Robb and Carter we can generate Acme, Trapezoidal 
and other square threads typically used on lead and feed 
screws on material from about 25 to 105mm in diameter, for 
lengths of up to 2.2 metres.”

“Thread whirling is also used to produce our recoverable 
anchor screws — a product that provides an efficient and  
economical method of securing formwork to concrete. They  
are particularly useful for cantilever forms as used in dam  
construction, high-rise buildings, tunnels and other similar 
work.”

Training and the latest generation CNC equipment
“One of my goals when taking over the company in 

September 2000 was to continue to create an environment 
most like the one I would want to work in as an employee. It 
had to be lean but not mean. I wanted pride in ownership to be 
a part of every employee’s experience — that means giving  
people the responsibility to work to the highest quality  
standards yet be fully cross-trained to handle jobs through 
every step of the manufacturing process.”

“There are two ways of doing that. One is training and the 
other is having the latest generation equipment that my staff 
can work on. Over the last 30 years our production methods 
have advanced significantly. In the old days it would be one 
man operating one conventional machine. As technology 
advanced, we embraced CNC technology and now have  
16 CNC turning machines and seven CNC machining centers 
on the shopfloor.”

“In 1984 the company only had one qualified fitter and 
turner and one qualified tool, jig and die maker. Today we have 
one degreed engineer, one engineering undergraduate and 
seven qualified tradesman with four qualifying while they have 
been working for the company. In-house training is also always 
taking place so that the staff become more technically  
qualified.”

“As a result, we now have staff that can operate two  
CNC machines simultaneously and sometimes four.  

Robb and Carter was one of the
first engineering companies in South Africa 

to make use of thread whirling 
and still offer the service today

A cell of Victor Fortune 
machines including the 
latest addition, 
a Victor VC205 CNC machining center

The Victor VC205 CNC machining center
has a two metre bed and comes with

a removable partition that allows
Robb and Carter to load/unload

a component on one side
of the table while another 

component is being machined
on the other side of the table

Robb and Carter has 
16 CNC turning machines 

and seven CNC machining centers 
on the shopfloor

A machine designed
and built by Arthur Carter, 

one of the founders
of the company
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With one of our recent purchases — the Victor VC205 CNC 
machining center — we are able to leave the machine  
unattended for up to six hours when, for example, die sinking 
some forging die blocks.”

“Employees are expected to set up and programme  
various CNC machines and keep them running simultaneously. 
One of the most basic elements of the mindset at Robb and 
Carter is an emphasis on many machines and few employees. 
Each skilled machining employee routinely has one or more 
machines running and producing while he is setting up yet 
another job on another machine. This is how the flexible  
automation capabilities of the equipment are leveraged, and 
this is how the value of automation is realised. It also makes 
the staff more productive and the machines cost effective, and 
it is all because of our emphasis on training.”

“Most of our machines in the machining departments are 
Victor Fortune machines and we look to purchase one or two 
new ones a year. A recent addition is the Victor A26 turning 
center that is equipped with live tooling.”

“Our latest addition, the Victor VC205 CNC 
machining center, has a two metre bed and comes 
with a removable partition that allows us to  
load/unload a component on one side of the table 
while another component is being machined on the 
other side of the table.”

“We machine most ferrous and non-ferrous  
materials including plastics and one of our  
Victor CNC lathes is equipped with a bar feeder so we 
can do bar work. We also have four bandsaws that 

are cutting bar to size.”
“Current staffing at Robb and Carter numbers  

24 employees with some employees having nearly 40 years 
experience to count on. The company is reluctant to increase 
its employee base unless it sees new or expanding business 
that promises a long-term increase in demand as opposed to a 
short-term surge. In fact the total number of staff has reduced 
in the past decade or two even though the company has more 
than doubled its capacity.”

Rods Engineering Works 
The company did see a surge in employee numbers  

totalling 35 when it acquired another engineering company — 
Rods Engineering Works — a company that was established 
in 1973 by Alberto Rodrigues in the Robertsham area of 
Johannesburg. 

“Through the years, Alberto developed the machining  
capabilities of his company for production and jobbing work, 
gaining wide recognition in the mining, pump, valve and  

associated industries.”
“When we  

purchased his  
company we wanted to 
expand our capabilities 
to being recognised as 
a production and  
jobbing machining 
company with safety 
critical components 
being an important 
part of the mix of  
components we  
manufacture.”

“The original  
products that the  
company  

manufactured when it was established — bolts and fastener 
components — are still being churned out here.”

Rail joints
“There are basically two types of rail joints, standard  

(non-insulated) and insulated (block joints), both of which are 
manufactured by the company. Both use fishplates of various 
forms and sizes. Rail joints are an important component of a 
railway track systems used to connect two legs of rail together.”

“Our insulated rail joints (block joints) are used in the 
railway track network to mechanically connect two legs of rail 
together, but electrically separate them. This is required in col-

MTP have supplied a Kiheung bed type
CNC universal milling machine

Robb and Carter have four bandsaws
that are cutting bar to size

Other components that Robb and Carter regularly
machine include shafts, studs, die blocks and many other general 

engineering components

Robb and Carter manufacture
bolts and other industrial fasteners
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our light railway  
signalling, and  
electrical isolation,  
for example, in  
petrochemical sidings. 
The DHJ frozen  
(glued) fishplate  
insulated rail joint  
system assembly  
generally consists of 
two insulated  
fishplates, an  
insulated end post  
(‘T’ piece) and all  
necessary nuts bolts 
and washers.”

“These joints are 
generally assembled 
in workshop  
conditions and are 
supplied in typically  
six metre lengths of 
rail. The assembly 
uses a high grade 
insulating epoxy glue 
that both bonds or 
freezes the assembly 
into one solid  
structure, and  
creates the  
insulating layer.”

“The PU insulated 
rail block joint system comprises fishplates manufactured of a 
dense polyurethane material bonded to steel inserts that  
provide superior insulation between the two legs of the rail. 
This produces a firm structure that can provide high electric 
isolation for signalling circuits.”

“With the special design, the structure can provide  
years of heavy duty service and require little or no  
maintenance.”

“These products have gone through over 40 years of a  
continual development partnership between this company and 
the railway industry.”

“Other components that we regularly machine include 
shafts, studs, bolts, other industrial fasteners, die blocks  

and many other  
general engineering 
components.” 

Toolmaking
“Since 2010  

we have been  
manufacturing  
complete tooling  
for the closed  
die forging and the 
injection moulding 
industry. The  
company now  
has the  
technology,  
including that of 
being fully licenced 
with Solidworks  
and Edgecam  
software, and the 
capacity to  
machine blocks  
of up to  
1 200 kilograms.”

“We have also 
recently purchased 
two 150 ton  
eccentric presses, 
one 120 ton  
hydraulic press and 
a 120kW LH Power 

induction furnace. We have manufactured our own dies, as 
we do with all our jigs and fixtures, and now have a simple but 
effective forge in operation.”

“At the end of the day we are a production and  
jobbing machining company specialising in industrial  
fasteners and machined components generally from  
20mm in diameter upwards for the railway, mining  
and construction sectors. The factory is 2 000m² plus  
offices and is situated on our own property in Factoria, 
Krugersdorp.”

For further information contact Robb & Carter 
Manufacturing on TEL: 011 955 1010 or visit  
www.robbcarter.co.za

Robb and Carter have recently purchased two 150 ton eccentric 
presses, one 120 ton hydraulic press and a 120kW LH Power

induction furnace. The company is now capable of manufacturing 
its our own dies, as they do with all their jigs and fixtures, and now 

have a simple but effective forge in operation

The company still has some conventional machinery
on the shopfloor

The company churns out 
hundreds of bolts and

other fastener components

A small variety of components that Robb 
and Carter manufacture

Robb and Carter is versatile in the
complexity of the components that the 

company manufactures

More components manufactured by
Robb and Carter

Robb and Carter manufacture two types 
of rail joints, standard (non-insulated) and 

insulated (block joints)
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Unless you have been living like a “Lost” 
survivor or studying stalagmites up 
close, you’ve witnessed the explosion of 

green energy generation — “greenergy”. 
Harnessing the power of the earth, water, 

sun, and sky is not new, of course. In fact, 
some applications date back hundreds, even 
thousands of years — think solar tile baking 
ovens and merchant sail ships. Windmills have 
been around long enough to be the nostalgic 
symbol of Holland and the shape of tasty 
cookies.

But to harness a renewable energy source 
to run your fiber laser you must think that 
I have been at sea for 10 months and I am 
starting to hallucinate. Well you would be 
wrong. It is happening right on your doorstep.

In a time when most OEMs are touting how 
they have reduced energy consumption in their 
latest model through a direct drive on pumps 
used on the machines, an energy saver is  
fitted to the machine, the start-stop technology 
that automatically turns off the machine while 
not in production or a heat exchange system 
feeds all the exhaust heat from the machines on the shop floor 
into a heating system, and the heat recovery system is  
generally able to heat one of the production halls and the  
adjacent office building.

Clean production is another well used term, and energy 
efficiency is not simply a matter of how much energy a  
manufacturer’s products consume; it’s also about how those 
products are themselves manufactured.

These are just some of the energy saving concepts for 
energy efficiency or the electricity a machine consumes on the 
market for metal removal or forming. 

However, you would usually associate high-efficiency lasers 
with the manufacturing of solar panels. It is said that the  

manufacturing of solar energy panels is therefore likely to grow 
into a significant industry, offering large rewards for whoever 
can establish an advantage.

The biggest barrier to widespread commercialisation of 
renewable-energy generation — solar, wind, biofuels, and  
geothermal — as well as energy storage, such as lithium-ion 
batteries and hydrogen fuel cells for electric vehicles (EV) and 
hybrid electric vehicles has been the cost. This is changing 
though.

Solar power as the power source for a fiber laser
“When we set out on this project that was prompted by not 

having enough capacity in our laser cutting department we 
also had to take into account a number of other factors,”  

Sun shines brightly at Tank Quip
Renewable energy source keeps company’s new 6kW Bystronic fiber laser operating 

at 100% uptime — saving on energy costs the primary objective.

On the metal removal side Tank Quip have purchased
a Takisawa EX-300 CNC lathe and a Takumi VC 1052 CNC milling 

machine from F&H Machine Tools 

Tank Quip also has a Durma
press brake on the shopfloor

The new 6kW Bystronic fiber laser. The Bystronic BySprint Fiber 6520 laser cutter
is the first to be installed in South Africa
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said Pieter Smit, Managing Director of Tank Quip.
“They say that the City of Johannesburg suffers from at 

least 300 power outages a month. This is the reality for  
businesses and residents in South Africa and Tank Quip has 
not been immune to this frustrating disruption.”

“So we had to look at an alternative source of power not 
only for our production machines but also for the general  
factory environment. We also had to take into account the  
cost factor.”

About Tank quip
“Established in 1984 by Nick Gerber, who is now the 

Chairman of the Group, and Norman Brown, Tank Quip was 
originally an importer of a range of products and accessories 
for road transport tankers used in the fuel and chemical  
industries from the US, Europe and UK. The company still 
imports a large amount of products such as hydraulic,  
hydrolet, emergency, flush, ball and butterfly valves,  
connectors, tank unit adaptors and other miscellaneous  
products.”

“Many of them have a safety critical label attached to 
them. As you can imagine transporting 
chemicals or fuel in vessels is classed as 
hazardous and if involved in an accident 
it could have far reaching implications. 
Quality and standards are therefore 
taken seriously.”

“The health and safety authorities  
in the individual countries are very  
vigilant in this industry and inspection 
and testing is carried out regularly before 
certification is issued. For example weld 
integrity or the flatness of flanges are 
things that we take for granted that can 
lead to restrictions.”

“Based on local legislative and  
industry requirements the fuel  
tankers that are manufactured locally 
must be built in accordance with the 
South African National Standards  
acceptance code SANS 1518 
Transportation of Dangerous goods by 
road. We therefore, when supplying  
product or components to the OEMS, 
have to adhere to these standards. One 
of the main references in the industry to 
these standards is ADR.”

“All these products and components 

are marketed to road transport tanker manufacturers and 
those companies that are involved in custom manufacturing of 
these tankers or repairs, refurbishment and servicing.”

“Some of our international suppliers include Betts 
Industries, Blackmer, Girard Equipment and Todo.”

Local manufacturing
In 2006 Tank Quip management took a decision to  

manufacture products and components for the same  
industries locally. Besides the ‘barrels’ or pressure tank, which 
forms the bulk of the vehicle, there are many flat sheet type 
products and components that make up the running gear for a 
tanker. These include control boxes, holders, brackets, various 
types of tanks, supporting frames, meters, pumps and other 
running gear structures.

Materials 
The main material used in the manufacture of tankers is 

aluminium in grades 5454 to 5083 and more recently  
manufactured with 5182 H111 grade. This complies with local 
and international codes of construction. Depending on the  

customer requirements and types of 
products to be carried, Tank Quip also 
manufacture with various Stainless 
steels (316 and 304), carbon steels, 
Domex steels and commercial grade 
mild steels.

 
Equipment 
One of the first machines that Tank 

Quip purchased was a 4kW Bystronic 
Bystar 4025 CNC laser with two  
6.5 x 2.5m worktables. This allowed the 
company to cut components in stainless 
steel from 0.5 to 12mm, carbon steel 
from 0.5 to 20mm, aluminium from 
0.5 to 8mm and other materials when 
required.

Tank Quip also acquired a Durma 
E-30300 hydraulic press brake that has 
a 300 ton bending force over 3 000mm. 
Punching and guillotine cutting machines 
were also added to this department.

Soon after that it became evident 
that the company had to offer more 
than just bending and cutting of sheet 
metal. On the metal removal side Tank 
Quip purchased a Takisawa EX-300 CNC 

The original 4kW Bystronic Bystar 4025 CNC laser 
with two 6.5 x 2.5m worktables

Blue Valley Machine & Manufacturing Co. Inc. a US company, 
supplied a cold forming machine for dish manufacture

Tank End is versatile in manufacturing
other types of tanks for the chemical and

other industries
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Lathe with a turning diameter 
of 260mm, a turning length 
of 530mm and bar capacity 
of 52mm from F&H Machine 
Tools. The machine also has 
an X and Z axis live tool holder.

 The latest addition to this 
department, also purchased 
from F&H Machine Tools, is a 
Takumi VC 1052 CNC milling 
machine with XYZ travels of 
1 060 x 520 x 610mm, rapid 
traverse of 48m/min, a table 
size of 1 160 x 520mm and a 
work load of 650 kilograms.

Dish end forming machine 
and flanger machine

The company’s dishing facility is well equipped with a Blue 
Valley Machine & Manufacturing Co. Inc. a US company, cold 
forming machine. The dishing machine — Model 1625 — is 
used for the dishing of round and oval blanks for the pressure 
vessels that are used on the road transport tankers. The  
maximum rating of a 16-Series Disher is 16mm carbon steel, 
either as a single blank or as a cumulative thickness of two or 
more blanks. The model 1625 is manufactured in a “C”  
configuration. The machine has a throat that allows for the 
dishing of a round blank such that it can finish at a maximum 
diameter of 2 500mm after it has been flanged on a Blue 
Valley head flanging machine.

“Coupled with our Model 
87 head flanging machine, 
also supplied by Blue Valley 
Machine & Manufacturing, 
it enables us to quickly and 
easily produce round, flanged 
and dished heads so that 
we can completely fabricate 
tank heads from flat square 
blanks,” explained Smit.

“In this department, 
besides manufacturing the 
tank ends, we also prepare 
nozzle holes/intrusive  
placements, cut out of nozzle  
holes/openings, bevel  
nozzle holes to required  
specifications, weld  

preparation symmetrically to the nozzle centre line, trim the 
straight flange and bevel the straight flange edge.”

“It also allows us to manufacture dished/tank ends for 
other pressure vessel manufacturers, boiler manufacturers 
and other manufacturers of industrial equipment where dished 
ends are required.”

Welding
The welding department is set up for MIG, TIG, stainless 

steel, aluminium and mild steel welding. Extraction units are 
installed at all seven welding bays, limiting gas and smoke 
inhaling. 

Some dished ends that have been
manufactured for tankers
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Industries served
Although initially Tank Quip initially targeted the fuel and 

chemical industries, its products can now be found on tankers 
in the LPG, aviation and food industries.

Prominent oil companies such as Engen, BP, Sasol, Shell, 
Total and Chevron will have a Tank Quip component on their 
tanker fleets boasts the company. Additionally, transport  
companies ranging from blue chip entities with large fleets, as 
well as new entrants with single tankers, fall into the Tank Quip 
customer scope.

Road tankers that operate in the SADEC regions as well as 
areas outside of this region such as Malawi and Zambia will 
also be decked with some or many of the components and 
products that 
emanate 
from Tank 
Quip. 

The  
aviation 
related  
products  
are fitted 
to what is 
known as 
refuellers 
that are 
currently in 
service as far 
afield as the South Pole and Cape Verde off the West Coast of 
Africa.

New BySprint 6kW Fiber 6520 laser cutter that  
runs on solar power

Tank Quip has taken the major challenge of the cost of 
gas and electricity and a stable supply of power head on and 
installed a 300kwp Roof Top Grid-Tied Photovoltaic Solar 
System.

“We need to have a constant supply of work moving 
through the shop floor without any interruptions. This became 
a high priority when we started to lose orders because we did 
not have enough capacity. This we rectified by purchasing the 
first Bystronic BySprint Fiber 6520 laser cutter to be installed 
in South Africa from First Cut. This took place in December 
2016.”

“The second challenge was power supply. Every time there 
was a power outage for more than six hours, it would be the 
equivalent of losing two days of production,” explained Smit.

“The situation did stabilise for a while  
but in the last 10 months it has got even  
worse than when we first had to endure load 
shedding. The power situation has put all of us 
South Africans under pressure. But more so for 
the companies that are high-energy users. Not 
only do we have to encounter the load shedding, 

the cost of power has increased substantially and will continue 
to rise.”

“The cost implications forced us to look at our whole  
operation. We have looked at every department systematically 
and trimmed wherever we needed to, improved production 
levels by implementing better methods and generally improved 
our manufacturing, fabrication and assembly processes to 
maximise our returns. In general we have become a ‘smart’ 
company and we can thank Eskom for that.”

“However, when we decided to purchase the Bystronic 
BySprint Fiber 6520 laser cutter we looked at whether it could 
be powered by a source other than from the grid. Solar power 
was an option and it became a reality once we had done our 
research and consulted with Electro-Flex, a solar power  
commercial PV installer.”

“The main objective for the installation was to ensure 
100% uptime for the fiber cutter whilst maximising savings 
by taking advantage of renewable resources. So as long as 
we have the sun shining, now that the PV system has been 

installed and linked  
to the fiber laser,  
we will be in  
operation.”

“With an expected 
daily yield of 300kWh 
this takes care of our 
power supply to the fiber 
laser. The savings are 
still being calculated but 
more importantly our 
100% uptime has been 
achieved.”

“The PV system does 
not provide enough 
power to run our other 
CNC machines yet but 
on weekends, when we 
are generally not  
operating, we are able  

Sheet metal components
ready for delivery

More components manufactured
by Tank Quip

Products manufactured by Tank Quip
include control boxes, holders, brackets,

various types of tanks, supporting frames, meters, 
pumps and other running gear structures

Components manufactured on the CNC machines
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to put power back into  
the grid.”

First in South Africa — 
possibly the world

“We believe that this 
type of installation is the 
first in South Africa  
and could be the first in 
the world.”

“The Bystronic  
BySprint Fiber 6520 laser 
cutter is certainly the first 
to be installed in  
South Africa. One of the 
big advantages of the  
6kW machine is the large 
format. That means it 
allows sheet metal meas-
uring up to 6.5 x 2 metres 
to be processed.”

“For instance,  
material usage can be 
maximised when using 
larger sheet, as more parts 
can be nested with greater 
efficiency, meaning there 
is less material wastage. Bystronic’s BySoft 7 process  
software supports users with nesting procedures. We also 
deploy SigmaNest and Inventor in the software department.”

Outside work 
Although the road 

transport tanker and  
trailer OEM manufacturers 
have always taken up  
most of Tank Quip’s  
production capacity,  
with this new fiber laser 
installation, the company 
can now actively search  
for other clients in  
industries such as  
mining and general  
engineering.

“We sell and  
supply approximately  
2 000 different  
products and  
components. Of this  
number, 60 per cent  
are now manufactured  
locally. With a staff  
compliment of 30 and 
branches in Cape Town 
and Durban, we are  
now equipped to offer 
more than just to the  

road transport tanker and trailer industry.”
For further details contact Tank Quip on 011 908 4772  

or visit www.tankquip.com

Products manufactured by Tank Quip end up
on the road in the transport industry

Tank Quip has taken the major challenge
of the cost of gas and electricity and a
stable supply of power head on and

installed a 300kwp Roof Top Grid-Tied
Photovoltaic Solar System
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Industrial vending machines have 
been providing an efficient means 
of storing and issuing consumable 

tooling for more than 20 years. Whilst 
the US was the first country to  
seriously adopt such convenient  
systems, over the past two decades 
their use has become widespread 
throughout global industry. Today 
there are tens of thousands of units 
in service. The use of these systems 
continues to grow as potential users 
realise the multiple benefits that 
they deliver. Also, as multi-national 
companies diversify their geographic 
manufacturing bases, a host of best 
practices, including the efficient  
dispensing of cutting tools to the 
shopfloor, tend to migrate across 
borders.

Industrial vending machines, such 
as Matrix, bring major mutual benefits 
to both the cutting tool provider, in particular the distributor or 
integrator, and the end-user.

Sellers are eager to provide their customers with easy and 
reliable access to their products as a guarantee of repeat  
business, and are keen to exploit potential growth  
opportunities. A vending machine strategically located on a 
shop floor helps to stabilise the business relationship between 
the customer and vendor and help to ensure that business is 
not lost to competitors who  
deliver cutting tools in a  
traditional, less convenient way.

However, purchasers are  
seeking to guarantee the instant 
availability of tools to ensure that 
their production does not stop.  
In addition, they see the  
implementation of an industrial 
vending machine system as a way 
to minimise the cost and risk of 
ownership of stock, by  
optimising stock levels or  
entrusting the ownership of stock 
with their supplier through consignment arrangements.

In the last few years, there has been an exponential  
growth in vending businesses, with many of the major players 
investing heavily in new equipment installations. Average ROI 
is estimated to be six to 18 months, whilst data indicates that 
vending based distribution returns double the growth rate of 
non-vending based business. 

The type of systems available vary from the basic  
helix style machines designed for simple supply and  
replenishment tasks, to sophisticated, high-end systems that 
provide users with full control over hundreds of stock items in 
a single unit, together with the advantage of powerful tool  

management software; for instance, 
Matrix. The latter is particularly 
attractive to more advanced users 
and medium-to-large customers, who 
need the kind of innovative functions, 
built-in flexibility and superior  
reporting capabilities not offered by 
more basic machines.

Cutting-edge systems have a  
number of key advantages, their  
storage arrangements are based on 
more convenient drawers or  
carousels, and include multiple,  
individually locked bins per drawer or 
shelf. Each separate bin can store a 
different stock item — ideal for users 
who carry a large variety of cutting 
tools and other items in  
low-to-medium quantities.  
This format enables a more  
comprehensive management of 
stock, as many more products can be 

securely stored, and the issue of tools is effectively controlled 
and closely monitored. Also, the ergonomic nature of these 
systems means that space is fully utilised, so less hardware is 
needed, keeping capital costs down.

Recent advances in software functionality now provide 
even greater benefits to end-users. The more advanced  
vending systems, as Matrix, use clever logistics algorithms to 
maximise the availability of tools whilst minimising stock levels 

and obsolescence. In a modern manufacturing  
environment the importance of tool availability 
cannot be understated. 
 

Machine 
tools that 
cost  
hundreds of  
thousands of  
dollars are chosen for their 

bETTER   PROducTION

Advanced vending systems 
for higher productivity
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speed and performance. Suppliers 
compete for orders based on 
speed of delivery. If the required 
cutting tools are not in stock,  
spindles remain idle leading to 
delays in supply of goods.  
The indirect costs and risk of  
inefficient tool management are 
unacceptable. Although  
predictability is a key factor in 
ensuring availability, the most 
recent software packages offer 
clever user-defined features that 
allow users to customise stock  
levels for items that are used  
infrequently. 

This can be achieved by  
overriding the calculated minimum 
stock level, or inputting changes 
in relevant parameters such as 
frequency, usage and lead time, automatically generating 
changes to the calculated minimum stock level. Changes can 
be achieved on the spot, rather than waiting for a weekly or 
month-end process, so that the system is always up to  
date. 

There have also been significant advances in a range of 
other areas that make these new generation systems  
extremely intelligent. It is of vital importance that only the 
right tools are used for a job. The Bill of Materials normally 
defines the required cutting tools, however to be sure that only 
these tools are actually used, a limitation can be defined in 
the software, so that at the time of issue, the user inputs the 

part number, after which only the 
tools in the Bill of Materials can be 
issued for use.  

The issue of items based on 
cost centers, such as a part, has 
other important implications. It 
allows production planners and 
shopfloor managers to track the 
‘real’ cost per unit (CPU), rather 
than basing decisions on a  
theoretical cost. When interfaced 
with the customer’s ERP,  
production batch data can be 
imported, and the Matrix tool  
management software not only 
presents the CPU data, but can 
also report deviations from a 
benchmark CPU. In this way, 
changes in tool life, due to the 
cutting tool, coolant management, 

machining parameters or maintenance, can be identified and 
corrected in a timely fashion. 

As customers look for new ways to improve their  
productivity, the intelligent vending solutions that incorporate 
easy to use, yet sophisticated management software, will 
become more popular and gradually supersede the simple  
traditional systems that have been previously used. 

By Raoul Rapke, Director CTMS Division, IMC Group

For further details contact Iscar South Africa on  
TEL: 011 997 2700 or visit www.iscar.com

Boriding is a surface hardening process whereby steels 
can obtain a high surface hardness of 75 HRc to over 
80 HRc. The boriding process involves the diffusion of 

boron, under heat, into the surface of the steel. The borides 
formed are of very high hardness, have very good wear  
resistance and also very good corrosion resistance in various 
acidic environments.  

Boriding, also known as boronizing, has its first  
applications dating back to the early 1970’s and is used in 
many industries requiring high wear resistance from plain  
carbon steels or low alloy steels. It is also one of the few  
processes that can provide an exceptionally hard surface layer 
on stainless steels, nickel-based and cobalt-based alloys that 
then make these alloys highly wear resistant and resistant to 
galling without significantly compromising its corrosion  
resistance.

The boriding process creates the very well-known saw-tooth 
penetration layer into steel and because boron is diffused into 
the surface of a part, it forms parts of the surface and does 
not suffer from the adhesion problems often found with  
processes such as plating or sprayed-on coatings.

The corrosion resistance of the borided layer is quite 
unique in that it is highly resistant to many acids including 
sulphuric, hydrochloric and phosphoric acids. The corrosion 
resistance of En8 is significantly improved by the boriding 
treatment, and the corrosion resistance of borided stainless 
steel is equally as good, indicating that it is the surface  
boride layer that provides the excellent corrosion resistance, 

not the base metal.
In plain carbon steels, diffusion layers as deep as  

100 – 250 µm can be formed whereas with higher alloy steels 
thinner layers are formed but these are of higher hardness. 
The boride layer is highly resistant to cold welding even up to 
temperatures as high as 850 °C. 

Boriding is extensively used in many applications. For 
example, special gears in oil pumps found in many  
VW vehicles are borided to reduce wear and corrosion,  
Stihl boride the chain link pins of some of their chain saws 
and Mercedes Benz boride various turbo-charger components 
for high temperature wear resistance. Many other tools and 
parts such as cutting blades, textile guides, ball valves, pump 
components, conveyor elements, pipe bends, glass making 
moulds, burner nozzles, suspension parts on railway carriages 
and hot forging dies have been borided and these showed a 
significant increase in life. In many cases the main advantage 
of boriding has been that either a “common” low cost steel 
could be used as the base metal, or that a stainless steel that 
normally cannot be hardened, can be given an exceptionally 
hard, low friction, highly wear resistant surface.

Note: the HRc values are given for comparative purposes 
only as the boride layer hardness can only be measured using 
the Vickers hardness testing method.

By Dr Jeff Ferreira, TD Coating Centre (Pty) Ltd

For further details contact TD Coating on TEL: 011 908 
5396 or visit www.td.co.za

Surface hardening with boriding
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In this new world,  
improving customers’ 
manufacturing process 

efficiency requires a wide 
range of operational 
resources, establishment 
of a value chain, including 
peripherals, development 
of software to link these 
systems, design of  
human-machine interface 
and collection, analysis and 
protection of data.

During its annual open 
house at Deckel Maho in 
Pfronten, Germany, which 
is located at the foothills of 
the Alps and where  
DMG MORI builds the  
largest of its machines,  
the machine tool  
manufacturing company 
premiered three new  
models, displayed a wide range of innovations and said  
that a new global manufacturing dynamic is beginning to  
take shape.

 
The 9 000 international trade visitors were greeted by a dis-
play area of 8 500m² featuring more than 80 high-tech exhib-
its and major sector highlights from the fields of  
automation, digitisation, additive manufacturing and  
technology excellence. 

South African 5-axis machine in assembly
A walk through the showroom and an in-depth tour of the 

entire Pfronten facility provided insight regarding the extent to 
which the company is addressing the needs of industry.

A highlight for a South African visiting the exhibition was 
not only being able to see machines in various stages of 
assembly and being tested, over and above all the machines 
and services in the exhibition area, but also to pick out a  
DMU 210P universal milling center that was in the late stages 
of being assembled. Once completed, the machine is destined 
to be shipped to a South African client. 

The 5-axis CNC machining center allows for easy and  
efficient machining of parts up to eight tons. This is a large 
5-axis machine that uses a stable bridge structure to achieve 
high accuracy and enables 5-axis machining in a single set. 

It’s not just about 
the machines at DMG MORI

INTERNATIONAL   NEWS

DMG Mori’s 2017 annual press conference in Pfronten, Germany, set the course 
for the future of the Global One Company in what is expected to be a highly competitive year. 
Machine tool orders for 2016 reached a record high of 2,369.9 million Euro, up 4% compared 

with a global machine tool market that declined 1.7%. Dr. Ing. Masahiko Mori, president 
DMG Mori Co. Ltd, and Christian Thönes, chairman of the executive board, DMG Mori AG, 

detailed plans for new organisational sales and service structure, streamlining its operations, 
and strengthening its additive manufacturing and digitisation capabilities.

Pfronten is one of the leading tourist resorts in southern Bavaria, Germany. In 1920 it was the birthplace of 
Maho, a manufacturer of milling and boring machines. Today Deckel Maho, a company within DMG MORI, 

exports milling machines and flexible manufacturing centers from Pfronten to over 100 countries

Annually the DMG MORI Group holds an open house exhibition at 
the Deckel Maho facility in Pfronten
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The DMU 210 P is equipped  
with a NC rotary table and has 
XYZ working area of  
2 100 x 2 100 x 1 250mm.

The proven and successful 
portal series with more than 
1000 installed machines is 
based on a FEM-optimised  
portal machine design. The  
thermo-symmetrical  
construction with liquid-cooled 
ball screws, feed axes, linear 
guides and all rotary axes 
ensures maximum dynamics 
and long-term accuracy.  
An optimised extended swivel 
range and interference  
contours of the newly developed DMG MORI milling head  
leading to the optimal usage of the cubic-working space.

DMG MORI’s history in Pfronten
Pfronten is one of the leading tourist resorts in southern 

Bavaria, Germany. In 1920 it was the birthplace of Maho, a 
manufacturer of milling and boring machines, when five  
engineers founded Maho AG as Mayr, Hoermann & Cie GmbH. 
In 1993 Friedrich Deckel AG and Maho AG merged into  
Deckel Maho. The firm of Friedrich Deckel, established in 
1903, did not begin as a machine tool company but as a 
camera shutter manufacturer (associated primarily with the 
famous “Compur” shutter). They ended up manufacturing their 
own machinery for this, and at some point began offering this 
machinery for sale.

In 1994 Gildmeister AG acquired Deckel Maho AG and was 
renamed Deckel Maho Gildmeister AG. Friedrich Gildemeister 
had founded Gildemeister & Company in Bielefeld, Germany 
in 1870. In 1906 the company started mass production of 
machine tools and in 1910 management decided to  
concentrate on its flagship products: turret lathes, multi-
spindle automatic lathes, milling machines and vertical and 
horizontal milling machines.

In 1950 the first Maho milling machine was introduced, 
the predecessor to all Maho universal milling machines. 
Originally, the company produced compasses and precision 
drawing instruments. By 1960, milling machines accounted  

for three-quarters of the  
company’s sales. Since 1985, 
Maho has concentrated on 
producing milling machines 
with contouring control and on 
machining centers.

In the plant in Pfronten, 
over 950 people are employed 
in machine development and 
production, and in the sales, 
training and service  
departments. Deckel Maho 
trains over 200 apprentice 
machinists, toolmakers,  
electricians, electronics  
specialists and draftspersons. 
These people are employed by 

Deckel Maho itself, and by the numerous small companies in 
the area, many of which are suppliers to Deckel Maho.

Deckel Maho milling machines and flexible manufacturing 
centers are exported from Pfronten to over 100 countries.

DMG MORI’s recent history dates back to 2009 when 
Japanese machine tool builder Mori Seiki and Deckel Maho 
Gildmeister AG (DMG) entered into a business collaboration, 
before acquiring a 5% shareholding in DMG. The two com-
panies changed the name to DMG Mori Seiki and eventually 
last year to DMG MORI. During this period a number of share 
purchases took place between the two companies before in 
April 2016 DMG Mori Co of Japan acquired additional shares 
in DMG MORI AG to take it up to 76.03% ownership.

DMG MORI acquires majority share in additive  
manufacturing firm Realizer

DMG MORI is strengthening its position in the additive 
manufacturing industry with a 50.1% acquisition of the shares 
in German AM leader, Realizer.

As a global manufacturer of CNC-controlled lathes and 
milling machines, DMG MORI plans to significantly expand its 
capabilities with the integration of Realizer’s selective laser 
melting (SLM) technology.

Realizer has more than 20 years of experience in the 
industry developing its SLM systems that will now continue to 
be assembled at both Realizer’s location in Borchen, Germany 
and at the DMG MORI site in Bielefeld, Germany

The XXL Center in Pfronten is dedicated to building  
12 large machines per year and represents the company’s  

systems approach to improving its best sellers.  
The machine that caught my eye (whose size alone gets  

your attention) was the DMU 600 Gantry linear, which is quite 
impressive for mould machining

A highlight for a South African visiting the exhibition was not  
only being able to see machines in various stages of assembly and 
being tested, over and above all the machines and services in the 

exhibition area, but also to pick out a DMU 210P universal milling 
center that was in the late stages of being assembled. Once completed, 

the machine is destined to be shipped to a South African client

Visitors were allowed to walk through the whole plant in Pfronten. 
Here we see automatic tool changer carousels being tested



“DMG MORI is focusing  
on strengthening its future  
technologies,” said Christian 
Thönes, Chairman of the 
Executive Board of  
DMG MORI AG at the press  
conference held during the  
exhibition.

“With selective laser melting 
DMG MORI is bundling the most 
important generative production 
processes for metallic  
materials under one roof.  
DMG MORI already has  
extensive know-how in the  
field of laser deposit welding 
with powder nozzles through 
Sauer GmbH.”

DMG MORI has already 
shown an active interest in the impact of additive  
manufacturing on the industry with the introduction of its 
Lasertec 65 3D system, a hybrid AM and 5-axis milling 
machine that combines the flexibility of AM with the precision 
of metal cutting. 

The two leading production technologies enable complex, 
metallic components to be produced from powder. For this  
purpose a wide variety of weldable materials up to and  
including multi-material applications can be made use of.

The Realizer deal shows that the company is looking to 
accelerate this further as the demand from manufacturers for 

both traditional and  
AM solutions continues to grow.

World premiere:  
Lasertec 75 Shape

With its Lasertec 75 Shape 
DMG MORI expands its portfolio 
in laser texturing of defined, 
technical surface structures by 
means of layer-by-layer  
material removal using a  
3D laser. The machine is 
equipped with a 100W fiber 
laser and CELOS® for simplest 
operation and full integration in 
the company organisation.

With a footprint of just  
8m² the Lasertec 75 Shape is 
ideally suited for the tightest of 

production environments but nevertheless offers a work area 
that can handle workpieces with diameters of 650mm and 
heights of 500mm. The NC swivel-rotary table is designed for 
components weighing up to 600kg. The Lasertec 75 Shape 
masters fast texturing, even in  
3D free-form, with no problem at all thanks to contour-parallel 
laser shaping, which in turn does away with the need for any 
expensive, environmentally harmful etching. The modern  
control philosophy based on the Siemens 840 D solutionline 
plus user-friendly Lasersoft software features round off the 
offer of the new model.
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As has become tradition, the focus of the DMG MORI  
Open House event at Deckel Maho Pfronten was on the latest 

innovations and groundbreaking technologies. It is reported that 
over 9 000 vistors attend the exhibition over five days
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Lasertec 30 SLM
DMG MORI presented 

powder bed technology with 
the Lasertec 30 SLM at the 
Pfronten exhibition. The 
Lasertec 30 SLM build volume 
is 300 by 300 by 300mm, 
and offers laser sources (IPG) 
whose power ranges from 
400W to 1kW. Layer  
thicknesses range from 20 to 
100micron. More importantly, 
all reactive materials can be 
used on the Lasertec 30 SLM 
as manufacturing takes place 
in an argon chamber.

“This is the perfect 
complement to our high-tech 
machines in the field of Advanced Technologies. Selective 
laser melting in the powder bed opens up completely new 
areas of application for our customers,” said Thönes.

Other world premieres — CLX 350 turning center
As the latest model in this segment, the CLX 350 universal 

turning center expands the portfolio of high-performance basic 
machines from DMG MORI. In its standard version this  
compact model, with a footprint of less than 5m², machines 
bar material of Ø51mm, with Ø65mm also available as an 
option. The maximum turning diameter of the CLX 350 is 
320mm. It has travel paths of 242.5mm in the X-axis and 
530mm in the Z-axis. The VDI 30 servo turret has space for 
twelve tools — powered as an option. This all adds up to make 
the CLX 350 an efficient and highly productive universal  
turning machine for a multitude of different applications.

With a speed of 5 000 rpm the highly dynamic spindle  
can machine complex, high-quality components and  
guarantees maximum precision and accuracy of the  
workpiece. The labyrinth structure and air-cooling prevent the 
penetration of coolant thus promising a high level of  
productivity and a long life cycle. The replacement cartridge 
means the spindle can be changed quickly and simply, even 
during servicing. The ball screw, with a tolerance class  
of IT 1, also plays a key role where precision and outstanding 
surface quality are concerned. The compact and stable design 
of the machine ensures maximum rigidity, even in the  
boundary areas of machining, as well as optimum chip  
removal. Thanks to its 19” multi-touch control from Siemens, 
the CLX 350 also offers the user fast and simple operation 

combined with perfect  
ergonomics and compact 
dimensions.

3rd Generation DMU 50
The new DMU 50 3rd 

Generation from DMG MORI 
combines more than 20 years 
of experience in 5-axis  
milling with unique future  
technologies and sets new 
standards in 5-sided to  
simultaneous 5-axis  
machining. With its enlarged 
swivel range, more  
powerful spindle and its  
innovative cooling concept,  
the world premiere ensures 

competitive ability in many areas of application for  
demanding branches such as the aerospace, medical and 
automotive industries.

A travel path of 650 x 520 x 475mm and workpiece 
weights of up to 300kg mean the new 3rd Generation  
DMU 50 covers a wide range of components. Its new  
NC swivel-rotary table with an enlarged swivel range of 
-35°/+110° boosts this versatility. A rapid traverse of  
42m/min and 30 rpm in the swivel-rotary axis ensure the 
dynamics for 5-sided to simultaneous 5-axis machining.  
The user has the choice of motor spindles with speeds up to 
20 000 rpm in addition to the 12 000 rpm inline spindle.  
Also available as an option is an expanded tool magazine with 
up to 120 pockets. There are 30 tool pockets in the standard 
version. The 3rd Generation DMU 50 achieves a degree  
of precision that is unbeatable in this segment thanks to its  
one-piece machine bed on the one hand and on the other its 
innovative cooling of the guides and drives.

DMG MORI establishes ISTOS company for  
digital production

With the founding of the start-up ISTOS, DMG MORI is 
expanding its digitisation expertise. The new Düsseldorf-based 
company is developing digital production projects for DMG 
MORI and interested partners. The aim is to support DMG 
MORI’s customers and companies outside the machine tool 
industry in handling the digital transformation by way of fully 
connected production processes. For DMG MORI customers 
ISTOS is the connecting link from an open network across all 
machines to an integrated digital factory.

Peter Visser of South Africa with Franz Studer 
of Retecon Machine Tools

Rudi Britz of South Africa with Hans-Peter Neth, 
the CEO of Retecon Machine Tools



The path of digitisation. DMG MORI has established ISTOS,  
a company that is developing digital production projects
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ISTOS stands for “Innovative Software Technologies for 
Open Solutions” and will sustainably shape digitisation  
in the field of machining. The basis is provided by Celos,  
the APP based control and operations software from  
DMG MORI. 

“With ISTOS we have successfully managed to attract and 
gain a complete team of 15 experienced IoT experts. By  
establishing ISTOS we are speeding up our digital innovation 
process. I am convinced that ISTOS will support us and our 
customers with innovative solutions for digitisation,” said 
Thönes.

With a current share of 85%, DMG MORI is purposefully 
creating an open structure for further partners or strategic 
investment and is therefore creating room for digital alliances 
— even across sectors. ISTOS will develop individual customer 
solutions across the group and together with DMG MORI 
Software Solutions GmbH will realise the digital production 
world. Initial results will be presented at the EMO in Hannover, 
Germany (18-23 September 2017).

Not just about the machines
As has become tradition, the focus of the DMG MORI 

Open House event at Deckel Maho Pfronten was on the latest 
innovations and groundbreaking technologies. Machines were 
presented according to areas of industry such as aerospace, 
automotive, die and mold, gear production, general machining, 
heavy industry and medical and dental, digital factory and 
additive manufacturing. 

Industry 4.0 was also prominent
For DMG MORI, Industry 4.0 in process and product, 

means supporting customers with software in every process 
step. At the exhibition DMG MORI presented CELOS® Factory, 
the complete process chain, from the idea to the finished  
product. Highlights of Powertools for automatic CAM  
programming, CELOS®, and Industry 4.0 were presented  
demonstrating the production of a component right through  
to the intelligent machine. Additionally, new automation  
solutions, like Robo2Go, were showcased and a flexible  
production system unveiled.

The trend towards the networking of machines, products 
and services to form digital process chains is unbroken. To the 
same degree, sensors and software are gaining in importance 
— even in the machine-tool industry. 

For this reason, DMG MORI is continuing to massively 
expand its software solutions. The overriding objective is to 
generate added value for customers right in the early stages 
of their digitalisation by means of specific digital solutions. 
Among other things, this is demonstrated in 26 exclusive  
DMG MORI technology cycles (Apps) for quick and easy shop 
floor programming. 

The new DMG MORI Powertools for the automatic creation 
of programmes in production engineering are a second  
example. In parallel with this, DMG MORI is vehemently  
reinforcing its app-based control and operating system CELOS® 
with the continuous addition of new, targeted  
applications and solution packages.

For DMG MORI, Industry 4.0 in process and product, means supporting
customers with software in every process step. At the exhibition DMG MORI

presented CELOS® Factory, the complete process chain, from the idea to the
finished product. Highlights of Powertools for automatic CAM programming, CELOS®,

and Industry 4.0 were presented demonstrating the production of a component
right through to the intelligent machine



With its Lasertec 75 Shape DMG MORI expands 
its portfolio in laser texturing of defined, technical 

surface structures by means of layer-by-layer 
material removal using a 3D laser

DMG MORI is strengthening its position in the additive manufacturing 
industry with a 50.1% acquisition of the shares in German AM leader, 
Realizer. At the exhibition DMG MORI showed off this tie up with the 
launch of a powder bed technology machine — the Lasertec 30 SLM
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Technology Library enables hole sequences and tool 
technologies to be saved and retrieved at the press of a button.

The new “Adaptive Process” CAM module allows you to 
keep control of quality. In conjunction with measuring probes 
and CNC, this enables components to be automatically aligned 
in the process from the programme in order to machine  
without errors and to record the results.

The CAM Agent is the new CAM module from DMG 
MORI for the Based Manufacturing feature. Once  
component families have been learned in the  
CAD software, the appropriate NC programmes are  
then automatically created while maintaining all  
previously defined sequences and technologies. 
Programmes are automatically matched to existing tools 
and technologies even when changing machines.

The Virtual Machine ensures trouble-free  
machining and minimum setup times in practice.  
DMG MORI’s unique 1:1 simulation has now been 
further improved with numerous new functions. Among 
other things, the simple transfer to the simulation software 
of clamping devices, zero points and table positions as well as 
tools and NC programmes have been improved thanks to new 
DMG-MORI-specific interfaces. This now enables both efficient 
multi-machine operation and unmanned production to be  
carried out with maximum process safety.

In addition, a core element of DMG MORI‘s future product 
strategy is pre-configured CELOS® app solutions. At an  
attractive, all-inclusive price, they fulfil clearly defined core 
tasks in digitisation, and thus make the introduction to  
digitalisation easier for the customer. An example of this is the 
new CELOS® Performance Package for determining and  
visualising machine states and parameters. This includes the 
CELOS® Condition Analyser for analysing machines and process 
signals, and the CELOS® Performance Monitor for maximum 
transparency and monitoring of manufacturing parameters.

On the automation side the LPP 24 system provides a 
total of 24 pallet spaces on two levels. Optionally, due to the 
modular LPP system, even 99 spaces are possible. Its core 
elements are the horizontal machining centers NHX 5000 and 
DMC 60 H linear.

Adding grinding technology to milling and turning  
in a single set-up  

The duoBLOCK® FDS (F-mill D-turn S-grind) series 

allows milling, turning and grinding to be carried out in a  
single set-up, so deviations resulting from retooling are also 
eliminated.

DMG MORI supports the grinding process of the FDS 
models in the duoBLOCK® series with DMG MORI technology 
cycles for internal, external and face grinding. Truing cycles 
expand the range of functions. Also new is an AE sensor 
(Acoustic, Emission) that guarantees maximum reliability and 
accuracy by detecting the first contact between the  
grinding wheel and the truing unit. The first contact between 
the grinding wheel and the component is also determined via 
the spindle load factor. DMG MORI has equipped the  
1 300 litre coolant unit of the FDS machines with a centrifugal 
filter that catches even the finest particles (> 10 µm) from the 
grinding process.

DMU 600 Gantry linear
One standout for me was the XXL Center that is dedicated 

to building 12 large machines per year and represents the 
company’s systems approach to improving its best sellers. 

The machine that caught my eye (whose size alone 
gets your attention) was the DMU 600 Gantry 

linear, which is quite impressive for mould 
machining. This universal, high-speed 
cutting machine is for five-side/five-axis 
machining of large workpieces and is said 
to set new standards in dynamics and  
surface quality.  

The gantry machine is designed as 
standard for a component weight of  
150 000kg, at a point load of  
15 000 kg/m². The table measures  
5 000 x 3 000mm in a work area of  
6 000 x 3 500 x 1 500mm in the  
standard configuration. The plunger with 
optimised interference contour enables 
travel of optionally up to 2 000mm in the 
Z-direction, the Y-axis crossbeam of  

4 500mm and the X-axis can be lengthened 
as desired.

For more information contact Retecon Machine Tools 
on TEL: 011 976 8600 or visit www.retecon.co.za

Other world premieres included the 
launch of the CLX 350 turning center

The new DMU 50 3rd Generation from DMG MORI
combines more than 20 years of experience in 5-axis milling

with unique future technologies and sets new standards in 
5-sided to simultaneous 5-axis machining
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Big things are happening in the metal 3D printing industry, 
where hardware is rapidly becoming ready for large  
volume production. For years, metal 3D printing  

technology has been seen as ‘not quite there yet’, in part 
thanks to material, size and build volume restrictions.  
But these limitations are systematically being dealt with. 

Portuguese machine tool manufacturer 
Adira is now further increasing the appeal 
of metal 3D printing with the world’s first 
large-scale Tiled Laser Melting metal  
3D printer, which was unveiled at 
Euroblech 2016. Featuring the biggest ever 
metal powder processing area, it paves 
the way for numerous new applications by 
combining powder bed fusion and direct 
metal deposition 3D printing technologies, 
along with sheet metal laser-cutting, in a 
single machine.

Aidira call it the world’s first large-scale 3D hybrid  
metal printer. In a nutshell, it combines both powder bed 
fusion and direct metal deposition 3D printing technologies in 
a single machine. Their ‘Tiled Laser Melting’ system is  
essentially a modular production chamber concept featuring 
the biggest ever metal powder processing area and a system 

that enables part fabrication beyond  
the chamber volume. The 3D printer itself 
features a massive 960 x 960mm powder 
bed area, with parts being processed in 
segments of 300 x 300mm. For the direct 
deposition process, the machine has a 
processing area of 1 500 x 1 500mm, 
within the same system.

For further details contact  
F & H Machine Tools on  
TEL: 011 397 4050 or visit  
www.fhmt.co.za

Adira unveils world’s first 
tiled laser melting metal 3D printer

with biggest ever build volume

The last Concorde ever to fly has safely completed her 
journey to Aerospace Bristol, a new £19 million museum 
in Filton, to the north of Bristol, UK. The new museum 

has been supported with a £180 000 donation from global 
engineering technologies company Renishaw, which was  
created by two former Rolls-Royce employees to commercialise 
an innovation that solved a measurement problem faced in the 
manufacture of the Olympus engine that powered Concorde.

 The complex move was conducted with the greatest care 

by engineers from British Airways and Airbus, who managed 
every facet of Concorde’s final journey. The iconic aircraft 
was towed across Filton runway and up a ramp into the new 
purpose-built hangar at Aerospace Bristol. The hangar,  
constructed by Kier, had a wall removed to allow the aircraft to 
enter the building and, with less than a metre between each 
wing tip and the building, Concorde was slowly and carefully 
winched into her exhibition position.

 British Airways’ Concorde Alpha Foxtrot — also known as 
216 — was the last Concorde to be built and the 
last to fly. She made her maiden flight on  
20 April 1979 and touched down on her last flight 
to Filton on 26 November 2003. Since that  
landing, Alpha Foxtrot has stood alongside the 
Filton runway, cared for continuously by Airbus 
UK and remaining in remarkable condition. Now 
inside, she starts a new chapter as the  
centrepiece of the new Aerospace Bristol museum.

 Fundraising for the new museum is not yet 
complete with a further £2 million required to 
finalise the project. The development of Aerospace 
Bristol to date, and the construction of the new 
Concorde hangar, has been made possible by 
the support of Founding Partners BAE Systems, 
Airbus, Rolls-Royce, South Gloucestershire Council 
and the Heritage Lottery Fund. In addition, the 
project has attracted support from Renishaw, 
Bristol City Council, West of England LEP, the  
Libor Fines Fund as well as GKN and the  
John James Foundation.

Concorde completes final journey 
to new £19 million home
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The Ceratizit Group has 
announced it has acquired 
Germany’s Becker 

Diamantwerkzeuge, a producer  
of wear resistant tools for the  
automotive, mechanical engineering, 
medical technology and aerospace 
industries.

Becker Diamantwerkzeuge 
employs 70 people in Puchheim  
near Munich, Landsberg am Lech  
and Idar-Oberstein. It was stated that 
the transaction will not affect the 
company’s customers and dealers. 
Alexander Becker, the former  
co-owner, will lead the company as 
Managing Director.

Becker’s tools are designed for 
use with materials that are exotic  
and difficult to machine such as 
aluminium, carbon fibre reinforced 
plastics or high alloy steel. In order to 

minimise wear whist machining, the 
cutting edges of the carbide tools are 
reinforced with diamonds or boron 
nitride.

Ceratizit has also announced that 
its wholly-owned subsidiary Ceratizit 
USA, Inc. has signed an agreement 
to acquire a majority stake of the 
Californian solid carbide round  
cutting tool manufacturer Best 
Carbide Cutting Tools, LLC.

Best Carbide Cutting Tools,  
LLC is a manufacturer of solid  
carbide round cutting tools located in 
Rancho Dominguez, California, USA. 
The company currently has around  
90 employees.

Best Carbide is known for the 
quality of its tools, with a strong focus 
on high-end micro tools,” stated 
Jacques Lanners, Co-Chairman of the 
Ceratizit Executive Board.

Ceratizit acquires German diamond tool 
manufacturer Becker Diamantwerkzeuge and a 

majority share of Best Carbide Cutting Tools, LLC
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Boeing Commercial Airplanes plans to open its first  
manufacturing operation in Europe at Sheffield, England, 
as early as 2018, to perform complex machining of gear 

systems and flight controls for the Next-Generation 737,  
737 MAX, and 777 aircraft.

The parts are described as actuation devices on the  
trailing edge of aircraft wings. Trailing edge actuation systems 
are responsible for extending and retracting wing flaps during 
different phases of flight. The flaps add lift that allow take-off 
and landing at lower speeds, and provide drag to help slow the 
aircraft.

The project represents a capital investment of £20 million 
and is part of a plan by Boeing to begin in-house manufacturing 
of “key actuation components and systems” in the US and UK 
to improve production efficiency and lower supply-chain costs.

A Boeing component finishing plant at Portland, Ore., also 

will also be outfitted to produce actuators and assemble  
actuation systems for 737s and 777s.

The Sheffield operation will be built near The University 
of Sheffield’s Advanced Manufacturing Research Centre with 
Boeing, a machining and materials research campus founded 
in 2001.

Boeing added it plans to initiate a “major research and 
development programme” with the AMRC, to develop new  
manufacturing techniques that can be applied at the new 
Boeing Sheffield operation.

“Boeing Sheffield is an investment in manufacturing that 
will benefit our customers by driving improvements in quality 
and efficiency,” stated Jenette Ramos, vice president and  
general manager of Boeing Fabrication. “The expanded  
fabrication capability will grow our existing operations and 
strengthen our global services.”

Boeing plans first 
manufacturing plant in Europe

It has been reported that David Larcombe, managing director 
of Bystronic UK, has revealed that since August 2015 the 
company has not sold a single CO2 laser cutting machine in 

Britain or Ireland. It has, however, sold 14 fiber laser models 
during November and December last year alone.

Half of those were for high power models launched at the 
EuroBLECH 2016 show held in Hannover, Germany at the end 
of October last year. Two of the seven high power machines 
were 8kW, with the remainder equipped with the 10kW fiber 
laser source, the most powerful currently available from 
Bystronic.

Says Larcombe: “Of the seven lower power fiber laser 
machines we sold during the last two months of 2016, five 
were 6kW, while the other two were rated at 4kW and 2kW. 
There is still a demand for the latter, competitively priced fiber 

models from manufacturers processing only thinner gauge 
materials.”

That said, he believes that higher power fiber laser 
machines are the future, as they can cut thicker plate and  
produce superior quality edge. The 10kW fiber source is able 
to process 25mm mild steel and 30mm stainless steel and 
aluminium. Fiber also allows reflective materials to be cut 
safely. The same source can tackle 15mm brass and 12mm 
copper, formerly the province of waterjet or plasma cutting 
machines.

More importantly, says Larcombe, is the ability of the  
10kW source to cut mid-range thickness materials much  
faster. Mild and stainless steels in the 3 to 6mm range, for 
example, can be profiled 2.5 to 3 times faster than with  
a 6kW fiber laser, providing a massive boost to productivity.

Belgian machine tool firm Haco has acquired Polish maker 
of large machine tools Design Technologies International 
(DTI).

A statement on Haco’s website says: “With the strategic 
taking over of the Polish firm DTI, we are reinforcing our  
international established position in the custom-made  
industrial market. Thanks to the incorporation of DTI, we are 
capable of offering our clients even more special-purpose  
custom designed machine tools and also the implementation 
of ‘turn-key’ projects.”

DTI was founded in 1971 and produces very large 
machines, an example of which is an FB200 CNC fixed-gantry 
milling machine.

Haco acquires
Polish manufacturer of 

large machine tools 

Investment group Haddeo Partners is to sell its  
22.5% stake in listed manufacturer 600 Group — more than 
23 million shares. The deal will be worth around £2 million, 

it is estimated. 
The buyer is Disruptive Capital Investments II Ltd,  

which says that it has no present intention of making an  
offer for the company in full. 

600 Group reported revenues of £45.3 million for  
the year to 2 April 2016, but it is said to have issued  
a profit warning and complained of a “lack of visibility”  
in sales.

600 Group
shares change hands

CO2 out; fiber in, says Bystronic
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Hexagon AB, a leading global 
provider of information  
technologies designed to 

enhance productivity and quality, 
has announced an agreement to 
acquire MSC Software, a provider  
of computer-aided engineering  
solutions, including simulation  
software for ‘virtual product and 
manufacturing process  
development’. 

MSC’s simulation analysis allows 
customers to optimise design for 
production, thereby maximising 
“downstream productivity, product 
quality, and durability”. 

Hexagon president and  
CEO Ola Rollén said: “MSC  
represents a ‘game changer’ in 
our mission to deliver actionable 
manufacturing intelligence, taking 
us another step closer to realising 
our smart connected-factory vision in 
manufacturing industries such as automotive and aerospace. 

“We can now leverage the data our MI division is  
generating to improve design choices and processes upstream 
in the work-flow.” 

MSC, which has its headquarters in Newport Beach, 
California, has over 1 200 employees in 20 countries.

Who is Hexagon?
Hexagon is a vast business with many industrial  

applications, both hardware and software, that serve the  
engineering community.

Some of Hexagon’s key businesses include:
Intergraph a company that offers enterprise engineering 

software for 3D design, control, construction planning,  
electrical design and data storage for the process, power and 
marine industries.

Brown & Sharpe focuses on metallurgical measuring,  
collection and assessment tools and technology.

Vero creates and distributes CAD/CAM and CAE software for 
the tooling, product engineering, sheet metal, fabrication and 
other industries including brand names such as Vero, Edgecam 
and Radan.

Leica Geosystems, which offers geological scanners,  
sensors and interface equipment

Hexagon Manufacturing Intelligence, which offers  
sensor hardware and CAD/CAM for intelligent manufacturing 
systems.

Hexagon acquires CAE software firm
Some say acquisition points towards simulating

manufacturing and 3D printing.

The Schuler Group has sold its technology centre in the 
North Chinese city of Tianjin to the Swiss company 
Feintool. Based in Lyss, Switzerland, the company plans 

to produce precision components for the automotive industry 
in Tianjin using Schuler presses. Schuler itself continues to 
expand its market position in China as a leading manufacturer 
of metalforming equipment.

The two parties agreed to maintain confidentiality regarding 
the details of the transaction. The purchase agreement is 
expected to be closed at the end of March 2017. Feintool 
intends to expand production capacity in Tianjin during the 

course of the year with the use of Schuler technology.
“Since its launch in 2014, our TechCentre in Tianjin has 

been very well received by the market. Local demand for 
Schuler to produce automotive components in China grew 
strongly in 2016 in particular. We have therefore achieved our 
strategic target of inspiring customers in China to use Schuler 
technology. However, our core business is the production of 
plant and machinery rather than vehicle components and we 
are therefore happy to have found a strong buyer in Feintool 
who can now take this task to the next level,” stated Schuler 
CEO Stefan Klebert.

Schuler sells technology centre 
in Tianjin, China to Feintool
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IPG Photonics has reported annual sales exceeding  
$1 billion in 2016, an increase of 12 per cent year-over-year. 
The company’s fourth quarter sales, driven by the  

materials processing markets, increased by 25 per cent to 
$280.1 million year-over-year. The company reported strong 
growth in China, Europe, Russia and Japan, while sales in 
North America were slightly up from Q4 2015.

The company’s materials processing sales saw a 24 per 
cent increase compared to Q4 2015. According to IPG, this is 

due to solid demand for cutting and micro materials  
processing applications. Sales to other markets were driven by 
a strong growth in telecoms, increasing by 48 per cent year-
over-year, according to the company. High-power fiber laser 
sales grew 35 per cent year-over-year, while sales of QCW 
lasers grew by double digits and pulsed lasers by single digits.

During the fourth quarter, IPG generated $99.3 million in 
cash from operations and used $27.0 million to finance capital 

expenditures, compared to the annual figures totalling  
$292.3 million of generated cash and $127.0 million  
financing capital expenditures. The company ended the quarter 
with $830.6 million in cash, cash equivalents and short-term 
investments, representing an increase of $141.5 million from 
31 December 2015.

“Looking ahead, we are building on strong momentum as 
we capitalise on new growth opportunities with existing and 
new OEMs and end users,” said Dr Valentin Gapontsev,  

CEO of IPG. “In addition, we are enthusiastic about the new 
innovative products we are bringing to market to extend our 
technology lead and address applications beyond our core 
markets. We are confident in our prospects for strong sales 
and profitability growth as we enter 2017.”

IPG expects revenue in the range of $245-260 million for 
the first quarter of the year, and expects its annual revenue to 
grow by 10-14 per cent.

IPG exceeds $1 billion 
in annual sales

Sales to other markets were driven by a strong growth in telecoms, increasing by
48 per cent year-over-year, according to the company

The shares added 6.5% to 8.01 euros ($8.51) in 
Amsterdam trading, extending a rally that has more than 
tripled the value of the world’s top steelmaker in the 

past year. Earnings before interest, taxes, depreciation and 
amortisation jumped 20%, the most since 2010, bolstered by 
higher prices for steel and iron ore.

The company has undergone a dramatic turnaround in the 
past year as steel prices jumped on the back of stronger  
economic growth in China and a broader commodities  
recovery. ArcelorMittal said its main financial goal is to pay 
down debt and return to an investment-grade credit rating, so 
the board decided against paying a dividend.

“We model significant further earnings gains based on 
better steel demand and expanding margins. The Europe  
performance is very positive for the company. It’s the  
biggest earnings driver,” said Seth Rosenfeld, an analyst at 

Jefferies in London, UK.
Global steel consumption may rise as much as 1.5% 

in 2017, after a 1% increase last year, the company said. 
European steel prices surged 82% last year, while benchmark 
rates for iron ore and coking coal, which ArcelorMittal also 
mines, also jumped.

Earnings before interest, taxes, depreciation and  
amortisation rose to $6.26 billion last year, the  
Luxembourg-based company said in a statement. The figure 
beat the $6.14 billion average estimate from a survey of  
analysts. Ebitda in the fourth quarter was $1.66 billion,  
51% higher than a year ago.

While the company stopped providing earnings guidance, 
the forecast for more steel consumption suggests that profit 
will increase further, analysts from Goldman Sachs Group Inc. 
said.

ArcelorMittal’s surging profit 
underscores steel turnaround

The biggest earnings jump for ArcelorMittal in seven years and forecasts for better steel demand 
showed that the recovery in commodities seems to be gaining strength.

“We model significant further earnings gains based on better steel demand
and expanding margins. The Europe performance is very positive for the company. It’s the  

biggest earnings driver.” 
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Bystronic’s fast bending tool changing  — 
a compact automation solution that extends 

the scope of the Xpert press brake

With the new integrated Tool 
Changer system, the  
high-end Xpert press brake 

can now swap tools automatically. 
This solution is of particular interest 
for users who want to save time and 
increase quality but who do not want 
to forego flexibility.

Sheet metal products are  
changing rapidly: a greater variety of 
shapes, increasing demands in terms 
of quality, smaller batch sizes, and 
shorter product life cycles. This has 
an effect on sheet metal processing. 
In the past, jobs with 1,000 or more 
parts were usual. Today, small  
quantities are in demand. For  
companies that cut and also bend, 
this change means extra work, with 
the impact felt most strongly during 
the set-up and dismantling of tools on 
their bending machines.

With the Xpert press brake and 
the integrated Tool Changer system, 
Bystronic is automating the process 
step that plays a crucial role in 
enabling users to bend parts quickly 
and with a consistently high level of quality. The Tool Changer 
sets up the Xpert with the upper and lower tools that are 
required for the job. During manual operation, this step costs 
the user up to 70 percent of the entire bending time.

Automation expands the rules of the game
Many users have reservations: Bending automation 

requires space, makes automated processing steps  
cumbersome, and thus less flexible. Hence automation only 
makes sense when processing large batch sizes of identical 
parts. With the Xpert Tool Changer, Bystronic provides an  
elegant solution to this typical drawback of conventional  
automation systems. The 6-axis robotic arm integrated in the 
Xpert press brake accesses the tool magazine, which is also 
integrated within the machine and houses a generous supply of 

bending tools. The entire 
automation  

system is 
located  
within the 
Xpert press 
brake. In 
addition to 
the  
advantageous 

ergonomics, 
this offers 
another benefit 
— the robotics 

system and the tool magazine are 
protected from dirt and ambient 
influences.

In combination with the Tool 
Changer system, the Xpert offers 
a bending length of 3 meters. The 
available press capacity ranges from 
150 to 320 tons. As standard, the 
machine comes with an intelligent 
bending process control and fully 
automatic crowning. Both functions 
enable a wide variety of parts to be 
bent with maximum repetition  
accuracy.

Intelligent sensor technology  
recognizes new tools

With constantly changing bending 
parts, users frequently need to expand 
a press brake’s range of bending 
tools. The Xpert Tool Changer system 
supports the user with intelligent 
sensors. The operator simply inserts 
new tools into the clamping. The 
Tool Changer scans the new tool and 
automatically integrates it into the 
magazine. When bending with  

several stations distributed across the bending length, the 
automatic tool changer positions all the defined tools with  
millimeter precision. This accuracy enables users to bend every 
part with a consistently high quality. Users will never again 
bend a part using the wrong tool, or with a tool that has been 
incorrectly inserted into the press brake’s upper or lower beam.

Rotate and clean tools
In order the ensure sustained precise and gentle  

processing of parts that are to be bent, the Xpert Tool Changer 
system is equipped with a cleaning nozzle that cleans the 
whole length of the bending table using compressed air. During 
the bending process, mill scale and cutting residues from the 
bending parts frequently drop onto the lower beam causing the 
operator to have to regularly clean their press brake. With the 
Xpert Tool Changer this is no longer necessary.

Ready for networked production
Bystronic has seamlessly integrated the operator interface 

for the Xpert Tool Changer into the ByVision Bending user 
interface. This enables users to perform all the operating steps 
on the press brake using the one touch screen, regardless of 
whether they are controlling the tool change or the subsequent 
bending process. In addition to simple operation, this all-in-one 
solution also opens up new data evaluation possibilities and 
helps users to sustainably improve their processes.

For more information contact First Cut on  
TEL: 011 614 1112, email: info@firstcut.co.za, or  
visit the website www.firstcut.co.za
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With a 60-year history of carbide cutting tool 
experience, Hanita’s VariMill technology brings 
exciting advancements to Widia’s  

replaceable tip system, including a range of helix and 
cutting geometries, an asymmetrical flute design, 
and wear-resistant AlTiN coatings for productive use 
in titanium and nickel-based super alloys.

If your shop has been searching for the  
flexibility, simplicity, and cost-effectiveness of 
modular end mills but needs the cutting  
performance of solid carbide, look no further 
than the replaceable tip end mill solution from 
Widia Products Group, featuring the Duo-Lock 
connection from Widia and Haimer.

That’s because it’s the only tool available 
that can predictably take full-width slotting 
cuts in stainless steel and aerospace alloys 
at 1xD deep, and 50 per cent cut widths at 
1.5xD.

Marketing portfolio director, Avishay 
Zohar says: “In apples to apples cutting 
tests against competitors’ tools, the 
Duo-Lock connection was the only one 
that didn’t break. It is easily the most 
robust modular solution on the market 
today.”

The unmatched metal removal 
rate is due to a double-taper,  
face-contact mount and intelligent 
thread design. This provides runout 
accuracy	better	than	5	μm,	axial	
repeatability	of	10	μm	or	better,	
and up to 25 per cent higher 
torque and chip load capabilities 
than others in this market.

This also makes the Widia 
system a budget-friendly  
alternative to solid carbide end mills for shops of all sizes. 
Avishay Zohar says “Yes, we compete very well at the Tier I 
and Tier II levels in the aerospace, energy, and automotive 
industries, but it’s also a great solution for their suppliers, the 
smaller job shops with a handful of vertical machining  
centres that cut Inconel one day and 4 140 steel alloy the 
next. These shops stand to benefit the most from our  
system’s flexibility and competitive price point, because it 
reduces the need for expensive solid carbide end mills, and 
special order tools that may take weeks to arrive.”

Mark White, marketing portfolio manager at Widia, agrees: 
“The Duo-Lock connection was originally designed for heavy 
roughing and semi-finishing applications in difficult  

materials, but the platform has evolved 
since then. When coupled with the wide 

array of carbide, coatings, and geometries 
from our sister company Hanita, Widia  

provides manufacturers with a modular 
alternative to solid carbide end mills in  

80 percent of their machining operations.”
Examples include the Widia-Hanita brand 

VariMill III, a 7-flute centre-cutting end mill with 
a 38° helix for high-feed machining of titanium 

and nickel-based superalloys, and the VariMill 
I, with a conical core and asymmetrical 4-flute 
design that eliminates chatter in extreme roughing 

and deep slotting applications. Both are available 
in Widia’s Victory WS15PE and WP15PE AlTiN-

coated grades, known throughout the industry for 
superior wear and heat-resistance.

Hanita brings over 60 years of carbide excellence 
to the table. Widia’s partnership with Haimer® GmbH 

adds decades of toolholding excellence as well. All of 
Widia’s modular cutting tools and adapters are  

available with the company’s Safe-LockTM technology, 
which assures zero pull out in titanium and other  

“grabby” materials.
For those shops that prefer a simpler toolholding 

approach, Widia offers a variety of integral shank taper, 
lobed, and HSK-style 
toolholders, as well as 
straight shank “cut to 
size” adapters 10 - 32mm 
in diameter.

Widia is also  
offering a complete range 

of cutter geometries, from  
high-performance “corn cob” style roughers to 

ball-nose and chamfering cutters. Many of these are 
available in 20° and 45° helix angles, with custom grinds 
and edge preps possible in a few weeks or less.

Mark White concludes: “Our replaceable tip system 
decreases tooling inventory, machine downtime, and operator 
headaches. A single toolholder or adapter accommodates any 
number of cutting heads. Unscrew one, thread on another, 
torque it down and you’re ready to go, with no worries over 
tool runout or Z-axis offset changes. Together with the  
excellent cutting performance and superior tool life of VariMill, 
we feel it’s the most flexible, cost-effective modular solution 
available. I encourage shops of all sizes to give it a try.”

For more information contact Widatech on  
TEL: 011 450 2108, email: info@widatech.co.za or  
visit www.widia.com

Fast and flexible — 
Widia’s modular end mills remove more metal in 
less time than comparable cutting tool systems

If your shop has been searching for the flexibility, simplicity, and cost-effectiveness
of modular end mills but needs the cutting performance of solid carbide, look no further

than the replaceable tip end mill solution from Widia Products Group, featuring the
Duo-Lock connection from Widia and Haimer
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The latest Silent Tools™ milling adaptors from cutting 
tool and tooling systems specialist Sandvik Coromant 
are designed to offer improved damping characteristics. 

These advanced adaptors have been developed in direct 
response to the need for greater metal removal rates and 
reduced vibration wherever long, slender milling tools are 
deployed.

 Thanks to the upgraded Silent Tools milling adaptors from 
Sandvik Coromant, production engineers now have an effective 
way of enhancing productivity, process security and surface  
finish in vibration-prone, long-overhang operations. Benefits 
such as the significant reduction of chatter and vibration make 
them today’s first choice for any machine shop looking to  
optimise the performance of its long milling cutter assemblies. 

 “Inside the adaptors is a pre-tuned passive damper — a 
counteracting mass that acts as a shock absorber,” explains 
Pål A. Sollie, Product & Application Specialist at Sandvik 
Coromant. “The damper improves the dynamic behaviour of 
the tool assembly to a level where there is room to achieve the 
best milling tool quality and unbeaten metal removal rates for 
a variety of milling applications with slender tools, whether it is 
face milling (even at high feed), deep shoulder and side  
milling, pocketing, slot milling, profiling, circular ramping or 
helical interpolation.”

 Additional advantages include undersized shanks which, 

where required, allow side  
clearance between the adaptor 
and workpiece. This permits the 
use of a nominal diameter  
cutter — rather than an  
oversized cutter — which is 
advantageous because a lower 
mass cutter is more  
productive than a larger 
version on a long, slender 
assembly. Having this  
flexibility avoids the 
need to compromise 
component designs and 
productivity when the 
use of slender milling tool 
assemblies is required.

 Suitable for all ISO material groups, the new Silent Tools 
milling adaptors can be deployed on tool assemblies with  
useable lengths from 4 x cutter diameter. They are available 
with Coromant Capto® and HSK-A/C as machine side interfaces.

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

Greater damping with the latest Sandvik 
Coromant Silent Tools™ milling adaptors
Benefits include higher metal removal rates and process security.

The T-Burst holder for Swiss turning applications, as with 
the current T-Burst holder, applies high-pressure coolant 
from dual holes directly between the metal chip and the 

insert’s rake face; a feature that optimises control, extends 
tool life as well as increases productivity 
through higher cutting speeds and feed 
rates.

It is capable of handling coolant 
pressure up to 140 bar maximum and 
is designed to machine miniature  
products generally found in the  
automotive, medical and aerospace 
sectors. The new T-Burst holder is  
ideally suited for machining  
difficult-to-cut materials such as  
stainless steel, titanium, Inconel and 
other heat resistant alloys.

For added convenience, a simple coupling  
(one-touch exchange) system has been introduced. The hose 
connecting the machine to the holder can be easily and quickly 

attached or detached for replacement.
The coupling system’s hoses are available in two lengths: 

200 and 300mm depending on the machine’s specifications.
During product testing, be it on medical parts or parts for 

the automotive sector, the new T-Burst 
for Swiss turning applications increased 
tool life by a minimum of 100 per cent 
over the competition, the company says.

In one test on a mission core  
workpiece made from steel magnetic 
iron, the new addition to the T-Burst line 
increased tool life by 300 per cent over 
the competition, says TaeguTec.

In other tests on different materials 
such as steel magnetic iron and chrome 
cobalt molybden steel, the new T-Burst 
raised the bar by increasing tool life by 

100 per cent.
For more information contact TaeguTec SA on  

TEL: 011 362 1500 or visit www.taegutec.com

New T-Burst holder for
Swiss turning applications — TaeguTec

TaeguTec has introduced a new addition, the T-Burst high-pressure
coolant holder for Swiss turning applications.
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New bending features for higher
productivity — Amada

Forming and, more particularly, bending metals is an  
essential step in the production of mechanical assemblies 
made from sheet metal.

As well as the demand for increased precision, bending 
accuracy and the integrity of the metal surfaces, this  
procedure requires plenty of physical effort and, until now,  
frequent manual intervention. These various tasks have an 
extensive impact on operator safety and speed of execution 
and they end up impacting the productivity and profitability  
of a business.

Some essential tasks on bending machines can be  
dangerous, like feeding in large sheets of metal. Similarly,  
loading and working with bending tools also poses a risk;  
it also takes up a significant amount of time, which affects the 
productivity of the equipment.

Amada’s HG-ATC machine offers unrivalled results.  
Amada have recorded time savings of more than 50% when 
automatically loading tools, compared to other commercially 
available machines, sometimes even soaring to nearly 80%.

In light of these results, it is easy to see why the HG-ATC 
has won over so many users who have, in turn, increased their 
customer base. This machine was presented at EuroBLECH 
2016 in its latest version, HG 2204 ATC, which can now be 
equipped with SF75 sheet followers. These make it easier for 

the operator to handle larger parts.
As well as reducing the time it takes to change tools thanks 

to the ATC (Automatic Tool Changer), the safety and comfort of 
operators using this highly productive machine is now  
significantly increased with these standalone machines. 

Higher productivity goes through logistics as well
Automation and robotisation lighten the load for operators, 

enhance productivity and increase production rates. Again, in 
the interests of productivity, Amada designs add-ons to improve 
workstations.

For further details contact Amada JHB South Africa on  
TEL: 011 453 5459 or www.amada.com
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When it comes to the automated 
feeding of machine tools, the 
choice of the right robot set-up 

and manipulator is a key element in the 
planning process. However, finding the 
right software structure is just as  
important as the hardware when  
planning the control concept.

A practical example shows how the 
cost-effective and user-friendly use 
of robots can work when configuring 
machine tools. Framo Morat GmbH & Co. 
KG is one of the world’s leading manufacturers of high quality 
drive solutions. The core competence of the 400-strong  
company is gear technology. In order to meet the high demand, 
all machine tools are configured for maximum performance. 

In the case of one counter-spindle lathe, there was still 
scope to increase productivity: Framo was on the look-out 
for an automatic loading solution for this machine. What was 
required was a robust standard solution that needed to be 
highly flexible and easy to operate, and that had to function 
reliably and take up as little space as possible. 

Heiko Röhrig, EGS Sales Manager, recalls: “After closely 
examining the requirements specification, it quickly became 
apparent that our standard feed system — the Flexiplex from 
the Sumo range — in combination with a tried-and-tested 
Motoman MH6 robot from the Japanese manufacturer  
Yaskawa could be the ideal solution. And we did, in fact,  
manage to meet all the customer’s requirements using this 
standard configuration with slight modifications.”

All work steps between the manual loading and unloading 
of the feeder system are carried out automatically. The task of 
the Motoman robot is to automate the lathe. The MH6 takes 
unmachined parts from the infeed conveyor and loads them 
with great precision into the main spindle of the lathe.  
The robot then removes the finished parts from the  
counter-spindle and sets them down on one of the four lanes  
of the output conveyor. 

In summary, Mr. Röhrig puts forward the following  
arguments in support of the use of Motoman robots in the area 

of machine tools. “They offer a broad 
spectrum in the 3 to 80 kg load-bearing 
capacity range. They can be mounted  
on floors, walls or ceilings without  
requiring further adaptation. They are 
also extremely easy to programme at 
shop floor level. Last but not least, 
almost all manipulators feature a  
particularly slim line design.”

Another current system can be 
found at Högg Produktionstechnik AG 

in Wattwil, Switzerland. The company employs 100 people in 
a production facility measuring around 10 000 square meters, 
manufacturing precision components from almost all metal 
materials. Every year several hundred tons of steel, aluminium, 
stainless steel as well as various other materials are machined. 
Högg relies on the latest production technology, involving more 
than 50 CNC machine tools and their consistent automation. 

The Swiss company has relied on Motoman robots from 
Yaskawa for many years. Experienced system integrator  
CNC-Automation Würfel in Singen recently automated a  
Mori Seiki NT 4250 lathe turning and milling center. At first 
sight, the choice of a Motoman MS80W robot, mainly known 
from the welding field, was surprising. On closer inspection, it 
quickly becomes clear why this 6-axis machine was the first 
choice for handling applications. Thanks to its slim shape, the 
MS80W manages with a relatively small footprint. At the same 
time, it can easily achieve any position with its impressive 
reach of 2 236mm. What’s more thanks to its repeating  
accuracy of 0.07mm, it is more than sufficiently precise  
for the loading and unloading of the processing machine and 
the picking up and loading of the parts into the workpiece  
carriers.

High-performance robots
In particular, the Motoman handling robots from the  

MH series are predestined for all automation tasks associated 
with the machine tool. The Motoman MH12 is Yaskawa’s  
fastest model in its class. The high-speed robot is designed for 

a load capacity of up to 
12 kilograms. In order to 
improve internal media 
guidance for the gripper, 
the robot manufacturer 
has increased the size 
of the hollow wrist joint 
of the dynamic 6-axis 
robot from 42 to 50mm. 
This significantly reduces 
the mechanical stress 
on the cables. Possible 
connection problems are 
thus eliminated and the 
programming and  
maintenance of the robot 
is simplified. 

The slim, streamlined 
design of the articulated 
robot not only reduces 

Cost-efficient and flexible robotic solution 
for the machine tool industry
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interfering contours between the machine and workpiece, 
but is also consistently compact in design and thus enables 
handling in confined spaces, as well as high robot density. 
Interfering contours caused by external media cables are also a 
thing of the past on the larger MH24. This is made possible by 
the hollow upper arm of the 6-axis universal robot with a  
diameter of 50mm. Despite the hollow design, the high-speed 
robot is extremely powerful. It has a load capacity of  
24 kilograms and a streamlined design with a small footprint. 
This makes the MH24 extremely versatile.

MotoLogix
In order for industrial 

robots to develop their full 
performance capability, 
they must interact smoothly 
with production machines 
and control environments. 
For a long time, robot and 
machine controllers had to 
be programmed, controlled 
and maintained separately. 
However, while it is still 
technically possible, 
this conventional  
interaction between robots 
and machines involves a 
number of issues that can 
now be solved more simply. 
For example, when using 
the conventional method 
operating personnel have 
to be trained not just in 

international PLC standards but also possess skills in robot  
programming and control. What is more, redundant  
programming procedures mean that the source of failure is not 
readily evident. This makes it difficult to eliminate errors quickly 
and easily. Solutions have been put forward in the past. At the 
turn of the millennium, for example, the trend was towards 
integrating machine control systems in robot control. Given that 
PLCs are now high-capacity and can be expanded on a modular 
basis, the approach adopted today is the direct opposite. The 
robot is integrated directly in the machine via the PLC as one of 
many elements. Yaskawa offers a highly effective solution here 
— MotoLogix.

Conclusion
When it comes  

to the optimum,  
application-specific  
implementation of  
complete system solutions 
in the machine tool  
industry, robots often lie  
at the heart of the system. 
This requires a very broad 
range of products and  
solutions, such as those 
offered by Yaskawa, ranging 
from manipulators to  
controllers and more.

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

Tungaloy Corporation is adding a positive insert line to its 
existing FW & SW turning wiper insert range, allowing for 
feed rates and surface finish to dramatically improve in 

general turning operations.
Surface finish quality is directly influenced by 

feed rate and insert nose radius: the higher 
the feed rate, the rougher the surface 
generated by the edge of a given 
nose radius. In a conventional  
tactic, the feed rate is 
decreased to get a better 
surface quality. Tungaloy’s 
FW & SW wiper series have 
changed this through the 
effect of their uniquely  
developed cutting edges that 
allow the feed rate to  
be increased without  
deteriorating the surface  
finish quality. Wiper inserts 
allow running at up to double the 

recommended feed rate of a normal insert while still providing 
a surface quality at double that of a normal insert.

The new line of positive inserts incorporates  
SW chipbreakers, which will improve chip control in 

finishing and semi-finishing ID turning operations. 
This addition will complement the existing 

negative insert range in the FW & SW 
wiper series to cover a wider range of 

applications to facilitate customers’ 
productivity increases.

The new positive inserts are 
available in T9100, a CVD grade 
for steel turning and NS9530, 
a cermet grade for thermal 
shock resistance, covering 
a great variety of workpiece 
materials.

For further information 
contact Star Tooling on  

TEL: 011 818 2250 or  
visit www.startooling.co.za

Tungaloy’s new positive wipers 
improve your feed rate and surface quality 

in ID turning
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Victor Vturn-NP16 turning center
is robust but compact

The robust Vturn-NP16 turning centre boasts a compact 
footprint of just 1 488mm in length by 1 956mm wide, 
and has a height of 1 775mm, so even the most  

compact machine shop can now benefit from the productivity, 
rigidity, precision and longevity of a Victor CNC machine tool. 
Heavy stock removal and highly productive machining of  
difficult-to-process materials are the machine’s forte.

Of one-piece slantbed design, it has a chip disposal  
system at the rear of the machine to minimise the footprint. 
The compact turning center 
has Z axis travel of 250mm, a 
570mm diameter swing-over-bed 
and a 260mm maximum  
turning diameter. Spindle power 
is 11kW, speed 6 000rpm, and 
there’s a 12-live-position  
station servo-driven tool turret, 
plus an option of a 12-position, 
C-axis BMT-45 milling turret for 
single-hit machining of complex 
components. Driven tool power 
is 2.2kW. 

As standard, the new Vturn-NP16 is supplied with a  
three-step warning light, coolant flush on the Z-axis cover, 
toolholders, fully enclosed guarding and a hydraulic 6-in 
chuck with soft jaws and a Fanuc 0i-TF CNC control system 
having Manual Guide I System that offers ease of  
programming.

The Vturn-NP16 turning center is a machine said to be 

easily mastered by subcontractors that are entry-level  
CNC users, whilst more experienced machinists can take full 
advantage of the capability and rigidity characteristics of the 
machine.

The machine has the following options: manual  
tailstock with power quill, manual or auto tool pre-setter,  
part catcher, oil skimmer, chip conveyor, air conditioned  
cabinets, high pressure coolant, bar feed interface, air blast, 
oil mist collector, auto-doors, C-axis and complete robotic 

automation.
For flexible automated  

production, Victor CNC can  
integrate the EWR-03  
articulated robot system  
that can tackle parts  
weighing 3 kilograms of  
dimensions up to 120mm  
diameter. Part loading/unloading 
time of just seven seconds.

For parts beyond 3 kilogram 
that require automation,  
Victor CNC can integrate  

a gantry-type robot system that can efficiently feed  
two turning centres to improve productivity rates whilst  
minimising floor space requirements. Part changeover  
time is less than 15 seconds, which includes door open/close 
cycle.

For further details contact Victor Fortune on  
TEL: 011 392 3800 or visit www.victor.co.za

L.K. Machinery’s TC 510 / TC 710 drill tap machines  
(vertical CNC machining / tapping 
centers) have a one-piece column 

and bed. The design is intended to 
eliminate any twisting during the  
milling process. 

Along with the 3.7kW motor 
(5.5kW option), the TC 510 provides 
milling along with the drill tap feature. 
The front-mounted, above the  
spindle ATC is .5 seconds. “This is the 
fastest way to change tools,” said a 
company spokesperson. A double  
arm ATC (the TC 510D) is an option 
with 21 tools. Standard spindle  
(DDS spindle) speed is 12 000rpm 
with options.

Built to JIS standards, the  
repeatability of 0.00012 is the  
standard on all machines. The  
travels are among the largest in 
a BT-30 taper machine drill tap 
machine, the company said. X travel is 

510mm, Y travel is 420mm and Z travel is 350mm.  
Table load capacity is 250 kilograms. 
Rapid rates are 48 / 48 / 48m/min. 
The table dimension is 650 by 
420mm.

TC 710 drill tap machine has the 
same dimensions and specifications 
as the TC 510 except the X axis  
travel is 710mm and the table size  
is 850 by 420mm and it weighs  
50 kilograms extra.

All the machines are being 
imported with the Siemens 828D 
control.

L.K. Machinery has been  
focusing on developing advanced 
products that cater to the  
machining needs of the auto,  
aerospace and medical prosthesis 
industries.

For further details contact  
WD Hearn on TEL: 021 5345351 or 
visit www.wdhearn.co.za

LK Machinery drill/tap machines 
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Tapmatic has introduced an exciting new product. The 
TapWriter allows you to mark your workpiece while you are 
machining it, without the need for a secondary marking 

operation. Part numbers, serial numbers, date codes, and even 
logos, can easily be created with this unique dot-marking tool.

The TapWriter is easily installed on machining centers or 
CNC lathes with live tooling. It utilises standard engraving  
software, but unlike engraving, dot-peen marking does not 
require the use of delicate cutting tools and high-speed spindles. 

You can mark soft plastics or steel as hard as 55 RC. The 
durable carbide stylus is thrown against the work piece that 
allows the marking of uneven or round surfaces. 

The TapWriter is fast. Up to 80 characters per minute or 

more just depending on the capabilities of your  
machine. Dot peen marking is widely used in the  
aerospace industry because the cross section of the dot has 
gentle curves, resulting in no significant stress concentration.

With the TapWriter you have complete control of the mark. 
The revolutions per minute determine the dots per minute, 
and the velocity of the carbide stylus when it impacts the work 
piece. The feed rate controls the distance between dots  
allowing you to select the appearance of discrete dots or a  
continuous line.

For further details contact Duncan Macdonald & Company 
on TEL: 011 444-4345 or visit www.macduck.co.za or visit 
www.tapmatic.com

In machine CNC marking tools  — 
Tapmatic TapWriter
Mark it while you make it  —  Eliminate secondary operations.

Hypertherm introduces new class of plasma 
with launch of XPR300 for X-Definition cutting 

on mild steel, stainless and aluminium

Hypertherm, manufacturer of plasma, laser, and  
waterjet cutting systems, has announced its most  
significant advance in mechanised plasma cutting ever 

with the introduction of an entirely new class of plasma called 
X-Definition. This new plasma is available for the first time in a 
300 amp plasma system called the XPR300.

X-Definition class plasma combines engineering advances 
and refined high definition plasma processes to deliver 
unmatched plasma cut quality on mild steel, stainless steel, 
and aluminium. Laboratory testing shows ISO-9013 Range 2 
cut quality on thin mild steel and extended ISO Range 3 cuts on 
thicker metals. 

To reach this point Hypertherm engineers had to develop 
a number of new patent-pending processes like Vented Water 
InjectionTM (VWI), plasma dampening, and Vent-to-Shield  
technologies. The end result is squarer cut edges, markedly 
less angularity, and excellent surface finish on non-ferrous  
metals like aluminium and stainless steel.

X-Definition Plasma is available in Hypertherm’s new 
XPR300. New technology makes it more efficient than any 
other plasma system. The XPR300 cuts faster and uses power 
more efficiently than earlier Hypertherm systems like the 
HyPerformance HPR260XD. Piercing capability is also improved 
thanks to increased power and an exclusive argon-assist  
process which enables 30 per cent thicker piercing on mild 
steel and a 20 percent increase on stainless steel. 

Additionally, consumable life and cut quality over the life of 
the consumables get a dramatic boost from advances such as 
Cool Nozzle and Arc Response Technology. The latter of which 
protects consumables from the negative impact of ramp down 
errors, a regular occurrence in real-life cutting. By reducing the 
impact of ramp down errors, XPR consumables can last up to 
last three times longer than on competitive, older generation 

systems.
“The arrival of X-Definition Plasma and our new XPR300 is 

a huge step forward in the capabilities of plasma technology. 
The combination of faster cut speeds, unparalleled cut quality, 
intuitive features, and automatic system monitoring make it our 
most advanced and productive plasma yet. It really opens up a 
wide range of opportunities for companies by providing 
cut quality and consistency that may make it suitable for  
applications which have previously been associated with laser, 
but with the much lower initial investment costs associated 
with plasma,” said Phil Parker, product marketing manager for 
Hypertherm XPR Plasma.

Despite being Hypertherm’s most advanced system yet, 
the XPR300 is easy to use. Sensors in the power supply deliver 
refined diagnostic codes and significantly enhanced system 
monitoring information. This reduces troubleshooting time and 
provides proactive data to improve overall system optimisation 
and uptime. Additionally, the system is designed with fewer  
consoles and connections so operators can spend less 
time setting-up and more time cutting. For example, an 
EasyConnectTM feature allows operators to quickly plug the 
torch lead into the torch connect console without the use of 
tools, while a patent pending QuickLockTM electrode delivers 
easy quarter turn tightening to further reduce setup time. 
Another new design feature is a quick-change torch that  
enables an operator to rapidly change torches with just one 
hand. All consoles feature advanced autogas capability allowing 
operators to select and implement cutting jobs directly from the 
CNC, along with Wi-Fi in the power supply to enable system, or 
even multiple system, monitoring from afar.

For more information contact Craig Sterly of  
Hypertherm on email craig.sterly@hypertherm.com or visit  
www.hypertherm.com
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Okuma’s MA-600HII incorporates 
powerful, high torque spindle 
options designed for high volume 

material removal rates. It’s available 
with a HSK-A100 20K spindle that 
boasts 50/55kW power for everything 
from  heavy-duty cutting to fine  
precision work on aluminium alloys, cast 
irons and difficult to machine materials. 

The MA-600HII allows for steady 
milling, boring, drilling and tapping of 
mass production parts to long,  
continuous cycles for die/mold applications and is ideal for 
aerospace industry manufacturing.  

High efficiency is easily achieved with improved chip  
flushing and conveyance that keep chips flowing, and a  
20 per cent larger coolant tank capacity that allows for longer, 
continuous runs. The work envelope is one of the largest in 
its class and provides the flexibility to handle a wide range of 
work pieces. Flexible manufacturing can be accomplished by 

adding an automatic pallet changer 
and multiple pallets, and matrix tool 
magazines that hold up to 400 tools. 
The automatic tool changer features 
an impressive two second tool change 
time and comes equipped with tool 
breakage detection. 

A left mounted operation panel 
that has a rotating movable monitor 
improves operator visibility and a  
wide, two-step platform makes the 
spindle and workpiece easily  

accessible, increasing shop floor productivity. 
The MA-600HII is constructed on a 26 000 kilogram frame 

featuring an integral bed and base with a highly rigid, stepped 
back column that withstands bending and torsion to easily  
support rapid travel of large, heavy parts through one of the 
largest linear way guides in the industry.

For more information contact F & H Machine Tools on  
TEL: 011 397 4050 or visit www.fhmt.co.za

Okuma’s versatile MA-600HII 
is ideal for heavy duty cutting and high production machining

Horizontal machining center offers a variety of spindles for a wide range of applications.
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Simplicity of operation is key for Hurco for its  
proprietary Max 5 control for all types of  
machining operations. The CNC system, 

which runs the latest WinMax software, is intended 
for graphical, menu-based, conversational  
programming but is equally capable of handling  
NC code.

Unlike previously, a customer can take delivery 
of a single-screen control, which comes as  
standard with entry-level VM-series machining  
centers, and upgrade it later to a twin-screen  
version with a hinged auxiliary screen. The operator 
can then view images of a part as it is being  
created or monitor a machining process while the 
next job is being programmed.

Further benefits derive from the control now 
being an integral part of the machine, coupled  
with the ability to retract the QWERTY keyboard, 
drop the keypad from horizontal to vertical, close 
the auxiliary screen if fitted, and swing the  
whole control assembly flush to the front of the 
machine. 

Demonstrations show how quickly and easily 5-sided  
components can be programmed directly at the Max 5  
control using the standard conversational software.  
The manufacturer‘s Transform Plane facility allows all five 
sides to be input as simple 2D profiles, which are then rotated 

to the relevant face. Simple, easy-to-follow graphics guide the 
user through all operations and tooling options. 

The flexibility of the Max 5 control is further underlined 
by simultaneous 5-axis programmes that are loaded from a 
selection of different CAM systems.

For further details contact Hurco South Africa on  
TEL: 011 849 5600 or visit www.HURCO.com

Simplicity is key for Hurco

Gleason gear inspection machine
has multiple types of sensors

Gleason has introduced the 300GMSL multi-sensor 
inspection machine, providing the capabilities of four 
instruments on one platform. Designed for  

manufacturers of automotive, aircraft and other like-sized 
gears, the machine offers a single, compact, reliable and  
easy-to operate inspection solution to apply the most desirable 
gear measurement and analysis methods for both R&D and 
production applications, the company says.

The 300GMSL can perform tactile probing to support  
traditional gear feature data collection on spur and helical 

gears as well as spiral and straight bevel gears ranging to 
300mm in diameter. The platform also supports non-contact, 
full form laser scanning for a range of workpieces to support 
gear development in which large amounts of data need to be 
collected faster than possible with conventional tactile probing. 
Optional inspection features include surface finish  
measurement and Barkhausen Noise Analysis.

The integration of advanced technology such as laser  
scanning expands the functionality and application range of 
this platform. The laser scanning probe is said to deliver faster 
data collection speeds than conventional probing methods 
with comparable accuracy, making the 300GMSL useful for 
R&D applications such as rapid prototyping and reverse  
engineering. The machine is also well-suited to operations 
requiring high-speed topography inspection, non-gear  
inspection capabilities, or the ability to inspect soft, compliant 
materials such as plastic gears.

The optional Advanced Operator Interface provides  
powerful tools including video telephony, notepad and  
voicemail messaging capability along with QR/bar code  
reading. The user-friendly, Windows-compatible GAMA  
application software suite provides users a highly intuitive 
interface with simple input screens for programming workpiece 
data.

For more information contact F & H Machine Tools on  
TEL: 011 397 4050 or visit www.fhmt.co.za
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“The customer naturally still has the opportunity to 
design his programme as flexibly as possible using 
micro functions. With the Studer standard grinding 

cycles, however, he has even more convenience and support 
with the S11,” explains Christian Josi, Project Manager at 
Studer. The uniform control platform guarantees programme 
consistency on all machines running Windows operating  
systems. This is regardless of whether the programme is  
programmed directly on the Control or is generated externally 
with StuderGRIND. 

Extended scope of application
The conversion to the new control in the S11 provides 

even more advantages for users of the small, powerful  
production cylindrical grinding machine. Up to now, they were 
only able to work at grinding wheel speeds of 50 m/s  
(in exceptional cases max. 80 m/s). Today thanks to the  
combination of a Fanuc Control and StuderGRIND HSG 
machining is possible with CBN grinding wheels and  
grinding speeds of up to 140 m/s. A new high-speed spindle 
has been designed especially for the S11. The S11 achieves 
an extremely high abrasion performance in a minimum 
amount of space.

Similarly, the S11 now also enables typical C-axis  
applications such as thread and form grinding. This is made 

possible by a new version of the workhead with C-axis  
function in combination with the software modules 
StuderThread or StuderForm. The new and reprofiling of 
grinding wheels thanks to an optimized clearing strategy with 
StuderDress and machining of longitudinal contours with 
StuderContour extends the scope of application of  
the S11.

Above and beyond this, the new S11 also features the  
SBS Dynamic Balance System. This combined system for  
contact detection by means of vibration measuring and for 
semi and fully automatic balancing of the grinding wheels, 
reduces downtime thanks to less air grinding. It also enables 
the process to be monitored, for example observation  
of grinding level noise. 

Optimised accessibility and automation casing
Studer offers the S11 in two different casing designs:  

The existing version is specially designed for manual loading 
or to be combined with small handling systems. The new 
casing is optimised for vertical loading with a top hatch. It is 
perfect for inter-linked production in which the machines are 
loaded and unloaded via portal cranes. Both designs stand 
out with their excellent accessibility and ergonomic features.

For more information contact Retecon Machine Tools on  
TEL: 011 976 8600 or visit www.retecon.co.za

The Studer S11
with extended functionality 
This will particularly please users of the new S11 - the smallest production cylindrical  
grinding machine in the Studer Portfolio: Now they can profit from the diverse advantages of the 
Studer standard grinding cycles and the grinding software for offline programming StuderGRIND.  
Using the software, StuderWINfocus together with Fanuc control provides the basis for a  
flexible scope of use, which increases customer benefit significantly. 

Kennametal’s KBDM face-milling system is 
designed specifically for abrasive  
automotive aluminium such as 

grades 319 and 390. 
It employs a fine-pitch aluminium 

body with wedge-style clamps and 
adjustable pockets. A variety of PCD 
inserts is available, from mini-tips 
for light finishing cuts to full-face 
wipers, standard cartridge inserts 
and 12.7mm axial cutters for heavy 
roughing and shoulder cutting.

Developed for high volume 
machining, the KBDM is stocked 
in standard sizes of 63-200mm, 
although bespoke cutters up to 550mm 
in diameter can also be ordered.  

In addition, there are options for integral shank 
bodies, HSK mounting and left-hand cutter 

rotation, as well as special edge  
preparations and nose radii.

Kennametal recommends an 
initial cutting speed of 1 000m/min 
and feed rates of 0.01mm per tooth, 
although substantially higher values 
are said to be possible. With small 
diamond grains, KD1400 offers 
excellent chipping resistance. Using 
large diamond grains, KD1425  
provides abrasion resistance.

For more information contact 
Kennametal South Africa on  

TEL: 011 748 9300 or visit  
www.kennametal.com

Kennametal’s KBDM face-mills
suit automotive aluminium
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The Kasto vertical semi-automatic band  
sawing machine manufactured by the metal 
sawing specialist Kasto is an excellent  

solution for companies that focus on toolmaking, 
steel processing and special machining tasks. Its 
ability to make longitudinal cuts allows one to saw 
square or flat materials with different cross  
sections from small rolled blocks or rolled plates. 
The machine is also ideal for efficient cutting of 
test strips.

The Kasto vertical has a cutting depth of up  
to 680mm and a cutting height of 600mm.  
The maximum cutting length is 1 260mm. It can 
efficiently saw all commonly used materials,  
including those that are very hard to machine, at 
a high level of quality. Its robust welded structure 
ensures quiet operation and precision. The saw has 
a movable material support table with a height of 
1 150mm, allowing fast and safe handling of bulky 
workpieces with weights of up to two tons.  
In contrast to conventional machines for making  
longitudinal cuts, which have stationary tables and 
a moving saw head, the Kasto vertical has a  
movable material support table.

Thanks to this special feature, users can  
position, align and anchor the material outside the 
machine’s working area, and these tasks can be 
done safely, easily and quickly. The table and its guide have  
a cast-iron structure to cope with the rough conditions 
encountered in everyday operation. Support rails with  

T-slots allow quick and secure clamping of workpieces, and 
they are suitable for a wide range of clamping and  
fastening devices. Linear guides with zero-play carriages  
guide the material support table on the machine bed.  

They are driven by a ball screw spindle with servomotor,  
which comes as standard.

The Kasto vertical has an amply dimensioned  
frequency-controlled saw band drive. The cutting speed  
and saw feed rate are infinitely variable. For this purpose  
the Kasto vertical is equipped with Kasto BasicControl,  
an intelligent controller with easy touchscreen operation.  
A swivel-mounted operating panel allows users to keep  
their eyes on the workpiece and saw blade from any  
position.

In addition, Kasto offers an extensive range of saw  
accessories. A wide range of measuring stops is  
available for aligning blocks and plates. The simplest  
version is a manually adjustable clamp-on measuring  
stop. For longer materials there is also a stop bar which 
extends the entire length of the table and can be  
adjusted by means of a hand wheel with a digital display. 
Alternatively, this stop can be moved by means of an  
electric motor.

For more information contact Retecon Machine Tools on 
TEL: 011 976 8600 or visit www.retecon.co.za

Kasto vertical semi-automatic 
band sawing machine

In contrast to conventional machines for making longitudinal cuts,
which have stationary tables and a moving saw head, the Kasto vertical has a

movable material support table






