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EDITOR’S

COMMENT

Did you miss out?

T

he overwhelming vote of confidence in the
recent Machine Tools Africa 2017 exhibition
— held in May 2017 at the Nasrec Expo
Centre, Johannesburg — certainly flies in the face
of the statistics on the economy in South Africa
that have been released recently.
By all accounts the exhibition was
acknowledged as one that was of a very high
standard and comparable to international
standards. Nearly 6 000 visitors attended over
the four day period. As one of the exhibitors
you must be congratulated in taking the time,
effort and expense to portray a very professional
image of your company and the products that
you market to the South African metalworking/
engineering industry. Most of the products on
display were the latest technology available and are a crucial element in the
development of the South African manufacturing industry. In a number of cases,
these were products that had just been unveiled internationally. Well done I say.
Compliments must also be extended to the MTMA (The Machine Tool
Merchants’ Association of South Africa) as well for resurrecting the exhibition
and for endorsing it. Only five of the association members did not participate in
the exhibition with a stand and I am sure they regret taking that decision now.
Even non members who did not exhibit have expressed their disappointment
that they did not consider their participation more carefully.
A big factor for having a dedicated exhibition like Machine Tools Africa is to
attract the correct type of visitor. And this exhibition certainly did. No wasting
time on explaining first what a machine tool is and giving away all those costly
marketing materials that are normally thrown in the nearest bin. Judging by the
comments from the exhibitors that are published further on in the magazine,
the quality of the visitors was also a big plus — genuine machine tool users and
engineering people that make capital expenditure decisions.
The only slightly negative observation from my side was that the exhibition
could have been more encompassing with more halls filled with related industry
suppliers and engineering companies. Where were all the steel merchants?
If you go to the EuroBlech exhibition in Germany at least two halls are filled
with companies that supply the different metals, whether they are the mills
themselves or the merchants. This is for plate and sheet metal and processors
of these materials.
Likewise you could say the same about metal shaping. Plenty of the visitors
are machining components whether it is on a lathe or a machining center. They
are visiting to see what new machines and technologies are available so why not
give them the opportunity to talk to castings suppliers — foundries. Too often I
hear the foundry owners complaining that they do not have enough orders and
they are struggling. Well here was a perfect opportunity for them to connect to a
broader general engineering audience and I did not see one foundry exhibiting.
Sure, continue to exhibit at other specific industry exhibitions such as the rail or
mining industries, but if you are not going to consider an exhibition where the
visitors use your products every day then don’t complain.
The same could be said about the forging companies, those involved
with hand tools, measuring/metrology equipment, systems for safety and
environmental protection and many more, all an integral part of a successful
engineering shop. These are just few of many more. Now that the organisers
have three years until the next exhibition takes
place let’s hope that they put more effort into
attracting these companies and ensuring
that the exhibition is really successful.
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VIEW

POINT

Trends in simulation software

make it more powerful, practical and
faster to master

A

s more companies are
embracing automation
and efficiency
methods, dedicated
machining simulation
software is a natural fit into
today’s modern factories.
In our experience, even
small shops with under five
employees are investing in
these programmes. Certainly,
the rise of more complex
multi-axis machinery
installations is one driver.
In this parallel universe of
machine and simulation
software development, the
software in recent years
has made significant
improvements in ease
of use, graphics and
processing speed.
These solutions are integrating the creation of optimised
CNC programmes, machining simulation, and the ability to
publish the manufacturing data that operators and quality
technicians need in the shop. In some cases, the
programmes integrate cutting tool libraries and enhance
cutting tool conditions, which further underscores their
value.
The simulation packages available today have their
special nuances and strengths and should be reviewed and
compared with each other. It’s important to ensure that the
simulation software can integrate with your existing
CAM programme seamlessly. A Windows-based system is also
wise with its familiar interface using buttons, ribbons and
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icons. Considering the complex processing that these
programmes do, they are becoming much easier and
faster to figure out. In our case, NCSimul Solutions, which
combines NCSimul Machine and NCSimul 4CAM, breaks
down the procedure in three simple steps: investigate the
existing CAM generated code and correct any coding
syntax errors, simulate the cutting action to find and
correct motion errors, and then validate the part
dimensionally. Of course, there are actions to take within
this hierarchy; however, the choices and results of those
are presented in a clear, logical fashion with an efficient
methodology to address the errors and make necessary
corrections.
This may be an obvious point,
but sometimes it’s the things in
front of us that can be overlooked.
When reviewing programmes,
you’ll want to ensure that the
provider has your specific machine
models’ G-codes, macros, and
kinematics ready to pull up in a
precisely accurate and high-resolution
3D view. User interface is also
in play when implementing a new
machine tool into the company.
Modern CNC simulation software
provides interactivity for the
programmer between the 3D,
G-code programmes and useful
information, which is available at
any time to troubleshoot errors.
The ability to read the native

The simulation packages available today
have their special nuances and strengths and should be reviewed
and compared with each other. It’s important to ensure that the
simulation software can integrate with your existing
CAM programme seamlessly
machine variables and macros is an important feature to
ensure simulation integrity. Simulation software depth
such as this can translate into a significant advantage
in time spent and simulation accuracy. This capability
is particularly helpful in the scenario in which a company
moves from three-axis to five-axis equipment and
machining. The ability to validate the G-code permits
creating the programmes for a new machine automatically
and safely, saving days if not weeks of programming time.
In advanced programmes, existing three-axis toolpaths
can be bumped up to five-axis with literally a click of the
button. Upon creation of the new five-axis programme, the
review, simulate and validate process is applied to it to
smooth out any technical hitches. Machining can then
be initiated with confidence.
Industries with high-value parts, such as aerospace

and power generation, have been the earliest adopters
of dedicated machining simulation software programmes.
Naturally, the primary benefit of the early generations of
simulation software was to avoid motion crashes involving
the cutting tool and workpiece. Now that the programmes
offer a wider range of capabilities and greater depth —
such as machine tool and cutting tool libraries and
the ability to generate project documentation and data for
those companies truly embarking on the Industry 4.0
path — more industry sectors are experiencing the value
of integrating a dedicated simulation programme into
their project workflow. We are experiencing an uptick in
power generation, medical, consumer products,
heavy equipment and electronics OEM installations, as
well as their subcontract suppliers from very small to top
tier ranks.

This is the ‘Expert Opinion’ of Silvère Proisy, General Manager,
Spring Technologies Inc, first published on the SME website.
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TaeguTec’s cutting tools

turn economic downturn into
manufacturing upturn
State-of-the-art cutting tools for reducing cost,
increase productivity no matter the material.

W

hile many economists, business analysts, government
officials and investors are saying that things keep
getting worse for South Africa, the reality is that the
nation is a vibrant manufacturing powerhouse in the region
whose potential exceeds most developing nations.
TaeguTec, the Asian metalworking company, with their
myriad of tools that can handle any situation, any cutting
condition, for any industry and help manufacturers cut cost
while increasing productivity.
One of the most important factors in metalworking is the
ability for a tool to continually and effectively drill through
any material. Hence, TaeguTec’s DrillRush has
become a leader in this regard not only
because it can handle any cutting
condition and speed, but also
comes in many sizes and
options.
The
head
changeable
DrillRush line
produces holes
accurately, repeatedly and
economically while its body’s polished
flutes offer smooth chip evacuation
without damaging the surface
finish. The strong delivery of
coolant through its twisted body
channels and widened gullet
design keeps the drill and
workpiece material cool at all
times while minimising cycle
times.
It is offered as a 12xD,
6mm and flat-bottom head, as well
as double margin and all points in
between.
In parting and grooving
applications, TaeguTec offer tried
and tested cutting tools that
supply high-pressure coolant in
order to generate good chip
breaking, reduce cycle times and
increase tool life on most materials
including difficult-to-cut materials.
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The T-Burst line fixes the challenges machinists have
in producing superior, highly productive parts at a lower cost
when working with exotic materials under low feed rate
conditions.
With the coolant outlet located on the upper jaw, directly
over the insert, TaeguTec’s T-Burst high-pressure coolant,
which is supplied through the tool holder’s internal coolant
channel, shoots out with enough force and speed to the
insert’s cutting edge
thus allowing for
lubrication of the
material and
cutting tool, as
well as
effective
cooling, excellent
chip breaking
and increased
tool life while
preventing
built-up
edges.
The
T-Burst highpressure line 

is available in several tool holder types
including one that can house the highly
popular and attractive QuadRush line.
TaeguTec’s QuadRush line, known for
high accuracy and surface quality, is
also available for external threading
applications as well as a widened
8.2mm width. The QuadRush provides
end-users the highest level of
productivity and economy while performing
parting and grooving applications.
Another important tool in TaeguTec’s
extensive parting and grooving catalogue
is the T-Clamp Ultra Plus. The T-Clamp
Ultra Plus’ reinforced type blades with
screw clamping for additional strength in
parting and grooving applications,
maximises rigidity, stability and increases
productivity.
For milling, TaeguTec offer an arsenal
of tools. One highly popular offering is the
compact, four
corners,
double-sided insert for multiple
applications, the Chase2Mill 4NKT
6mm insert for end mills, face mills
and modular cutters.
The 90-degree entering angle
insert, despite the double-sided
design, is suitable for high ramp
down angle applications. Its high
positive geometry generates
low cutting force while the cross edge
insert geometry prevents unexpected
insert failure.
Its increased insert thickness
and high strength, combined with the
cutter’s wide bottom for improved
clamping, enables excellent high
stability and productive machining.
Furthermore, the 4NKT’s smaller
6mm size compared to the 11mm
and 16mm sizes, increases the
number of teeth on the cutter which
is not only good for machining small
components but also makes it a finer
pitch tool that increases productivity.
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If good things come in small
packages then TaeguTec’s line
of mini inserts comes at a time
when the current economic
downturn and improved casting
and forging technologies demand
a change from the conventional
cutting tool.
The idea behind the
RhinoTurn line is to introduce a
series of mini turning inserts
that meet the manufacturing industry’s
needs of reduced machining costs and
competitiveness while keeping an eye on the
environment.
Besides the new series’ small but durable
size, TaeguTec’s RhinoTurn has a unique two
directional clamping force
that outperforms the
conventional ISO
directional
clamping force tools
on the market.

For more information contact TaeguTec SA on
TEL: 011 362 1500 or visit www.taegutec.com

Italian group invests R200 million
in railway wheel machining plant

L

ucchini RS, the Italian
manufacturer of forged railway
products, has invested R200 million
in a new production facility in Germiston
in Ekurhuleni and anticipates making
a further investment of R1.8 billion in
anticipation of further growth in their line
of business in the regional market.
It is the first international forged
wheel manufacturer to make some
investment in manufacturing facilities in
South Africa.
The group has partnered with black
South African investors in the venture,
with Kusini Investments currently holding
substantial shares in the local company.
Based in Lovere in the northern part
of Italy, the Lucchini RS Group specialises
in the design, manufacturing and sale of
high-end railway products and solutions,
castings and forgings plus special steel
ingots for various applications.
Augusto Mensi, the chief executive of
Lucchini RS, said at the official opening
of the new production facility that it was envisaged that about
45 new jobs would be created through this initial investment,
with planned local content of between 30 per cent to
40 per cent.
“Having actively traded forged railway wheels and axles
in South Africa over the last 13 years, Lucchini RS has now
committed to localise wheel machining in the country, and to
subsequently create local jobs,” he said.
But Mensi stressed they saw the investment into Lucchini
South Africa as the first step in their expansion into Africa.
“A further investment of approximately R1.8 billion is
envisaged as further growth into the regional market is
anticipated,” he said.
Mensi said the localisation involved the establishment of
Lucchini SA, which had been created to complete the
manufacturing process of blank wheels imported from Italy,
which were then machined, inspected and delivered to the
end customer.
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Lucchini SA is housed in a 10 000m² facility.
The R200 million investment includes the fitment of
state-of-the-art technology in plant and machinery that
adheres to the manufacturing process standardisation
strategy of Lucchini RS Group.
The plant has the capacity to manufacture up to 20 000
wheels a year depending on the mix of wheels produced.
Recent projects include the production and supply of 34”
and 36” wagon wheels, 15E and 19E locomotive wheels to
Transnet Engineering; and TRAXX 23 locomotive wheels to
Gautrain (Bombardier South Africa). Other clients include
PRASA and Grindrod Locomotives.
On average the carbon steel wheels take about
45 minutes to machine. Italy based SIRMU-MT supplied the
two SRE 150-HD vertical turning lathes, a production machine
specifically dedicated to machining of railway wheels and
operations include roughing, turning, finishing and drilling.
There are five variations of wheels being machined and on
average Lucchini SA are machining 70 wheels a day.
As a trading company, Lucchini SA has been operational
since 2015 and has been awarded long-term contracts by
strategic customers to supply locomotives, freight wagons
and passenger coach wheels.
Lucchini SA currently has 38 permanent employees.
Yunus Hoosen, the acting head of Investment South Africa
(InvestSA), said the R200 million investment by Lucchini RS
was a vote of confidence in the economy of South Africa,
adding it was heartening to see a foreign company investing
in the country and contributing to the country’s economic
growth and job creation.
Lucchini RS’ investment supports government’s plans for
job creation and localised manufacturing of railway products,
and Lucchini SA is a recipient of R36 million through the trade
and industry department’s 12i tax allowance incentive and a
training allowance of about R1.6 million.

Bekker Steel upgrades
cutting operations
Adds 1 250 ton press brake to bending department
and is awarded ISO 9001:2015 certification.

P

late preparation company
Bekker Steel has been busy
upgrading its plate cutting
machines in order to boost quality
and productivity. Additionally the
company has added a 1 250 ton
press brake to the bending
department and installed a solar
panel system that will cut the
company’s electricity bill by one
third.
“Competition among sheet
metal and plate processors for
market share is fierce. Many
companies have seen their
markets dwindle, with some of
their customers disappearing from
the landscape entirely. Given the
intense competition, attaining
the highest productivity possible
from the shop floor is increasingly
important,” said Johan Bekker,
founder and owner of Bekker Steel.
“With these challenges,
Bekker Steel have gone the retrofit route and upgraded their four high definition plasma machines
installing new equipment is not
with the Hypertherm HyPerformance® HPR260XD plasma system
always an option. So optimising
productivity often comes down to
finding ways to maximise the use
“Or it may be that existing equipment is functional, but
of existing resources.”
that productivity needs a boost. In this case, various types of
“Some conditions are clear clues that it is time to
upgrades to plate processing equipment can help processors
upgrade — either by refurbishing or replacing components or
achieve measurable gains in their production efficiencies.”
by refurbishing/retrofitting, or by replacing the entire cutting
“When I established the company in 2004 I acquired
line. Excessive downtime and increased maintenance that
equipment that had many hours of service in the log books.
affects overall production costs are indicators that the
Only in 2005 did I start to invest in new equipment when
equipment needs upgrading.”
I acquired a custom built high definition profile cutting
machine.”
“Subsequently I invested in a new Faccin 2.5m x 10mm
four roll plate roll supplied by Talmac, a 300 ton Ermaksan
press brake with a 3.8m bending width and an Ermaksan
Lasermak CO2 laser that comes with a 4 kilowatt power
source and a 4 x 2 metre bed size, both of the machines
supplied by Machine Tool Promotions and a new
Ficep Gemini CNC plate processing system, which was
supplied by Retecon Machine Tools.”
“There was further investment in custom built high
definition profile cutting machines, two of which have a bed
size of 36 x 3,2 metres and they have been backed up in the
factory that we moved into in 2013. This gives us a bed
length of 72 metres.”
“However, our high definition profile cutting machines
are not keeping up with the production requirements. We are
already processing over 1 100 tons of metal a month, which
Bekker Steel have also purchased a new 1 250 ton press brake
is pushing us to turn the metal around. With increased
that can bend material up to 40mm over five metres or
enquiries and shorter lead times from industry we had
up to 60mm over a smaller width
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“An additional feature is that
to take a hard look at our plate
ACT South Africa technicians can now
processing equipment.”
monitor the machines remotely and
“We decided to go the retrofit
prevent any downtime unless there is
route as we realised we can achieve
something mechanical that fails.
measurable gains in production
Both our SigmaNest and ProNest
efficiency through various types of
programmes are now also being
upgrades to our equipment, including
optimised with the technology upgrade
servo drives, variable speed controls,
that in effect gives us four new
and operator interfaces.”
machines.”
“At the same time that we were
doing our sums our consumable
Other developments
supplier was setting up a retrofitting
“We are also proud to announce
business with links to ACT Machinery,
that we have been awarded
a well-known new equipment and
ISO 9001:2015 certification. The quality
retrofitting business in Holland.”
management system was implemented
“When considering a retrofit to
over the last year and we were
an older plasma cutting machine, a
registered by DQS in April this year.”
processor needs to consider
“We have also purchased a new
equipment location, state of the
1 250 ton press brake that can bend
machine components, the types of
material up to 40mm over five metres
shielding gases and consumables that
or up to 60mm over a smaller width.
might be needed with a technology
In this department we already have a
upgrade, and any possible training
600 ton by five metre press brake and
that may be needed.”
a 300 ton by three metre, which now
“As our machines are between
Two of the high definition plasma machines
gives us more flexibility in this division.”
10 and 12 years old any upgrade on
have a bed size of 36 x 3,2 metres and
“The other exciting development
productivity would be an improvement.
they have been backed up in the factory
has been that we have installed a solar
But when ACT South Africa
that Bekker Steel moved into in 2013.
system which includes 640 solar
management promised us better
This gives the company a bed length
panels and three invertors. The system
quality at lower running costs if we
of 72 metres to work with
is providing us with 125kva a day at
went the retrofit route and that it would
this stage and affords us a sizeable saving on our electricity bill.”
be at a fraction of the cost of purchasing four new machines,
“On the green efficiency side we have also installed a bore
we were convinced.”
hole that can provide us with 9 000 litres per hour and we
“Work on the retrofitting began in January 2017 and
only require 2 500 litres.”
all four machines are now up and running with their new
“To companies that are not in a position to make a capital
livery. They have all been fitted with the Hypertherm
investment in new equipment, the decision to retrofit may be
HyPerformance® HPR260XD plasma system. The versatile
a favorable alternative. Refurbishing an old machine to bring
260-amp rated system combines fast cutting speeds, rapid
it up to new standards required for today’s demand for quality,
process cycling, quick changeovers and high reliability and
clearances and control can result in significant savings over
process flexibility to cut, bevel and mark mild steel, stainless
the cost of a new press.”
steel and aluminium metals up to 40mm thick.”
“However, extensive rebuilds often take a long time to
“They are also fitted with True Hole technology and EDGE®
Connect, Hypertherm’s newest CNC platform. The speed
complete. Thus, the decision to remanufacture or upgrade
traverses are at least 25m/min — more than double what we
equipment should be made only when the expected workload
are used to — and each machine now includes a
and part volume justify the cost to rebuild.”
safety rope which we believe should be standard on all
For further details contact Bekker Steel on
machines.”
TEL: 016 428 2630 or visit www.bekkersteel.co.za

The four high definition plasma machines are fitted with
True Hole technology and EDGE® Connect,
Hypertherm’s newest CNC platform
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Bekker Steel has an Ermaksan Lasermak CO2 laser
that comes with a 4 kilowatt power source and a
4 x 2 metre bed size

Machine Tools Africa exhibition
looks set to become a regular
event every three years

T

he above machine tool and related products exhibition
came to its conclusion recently. The decision to make
Machine Tools Africa 2017 a standalone show received
a positive response from exhibitors and visitors alike. Exhibitors
were very enthusiastic about the quality of visitors and reported
that a high number of sales leads were generated. Some major
sales, made from the stands, were even reported.
This was the first dedicated exhibition for the South African
metalworking/engineering industry to be held in 20 years — the
last version was held in 1997. By all accounts the exhibition
was acknowledged as one that was of a very high standard and
comparable to international standards. Nearly 6 000 visitors
attended over the four day period.
Exhibitors must be congratulated in taking the time, effort
and expense to portray a very professional image of their
companies and the products that they market to the
South African metalworking/engineering industry. Most of the
products on display were the latest technology available and
are a crucial element in the development of the South African
manufacturing industry. In a number of cases, these were
products that had just been unveiled internationally. Well done
I say.
A big factor for having a dedicated exhibition like Machine
Tools Africa is to attract the correct type of visitor. Customers
and potential new customers had the opportunity to see live
demonstrations on machinery and equipment that was brought
in by the 105 exhibitors exclusively for the show. The
overwhelming response from exhibitors I questioned is that this
objective was achieved resulting in numerous enquiries and
quotations to follow up on.

Franz Studer of Retecon Machine Tools and Andrea Bergaglio of
DMG MORI with Mike and Trevor Clayton, both of Mesh Gear

The only disappointment was the speech given by the
Minister in the Presidency — Jeff Radebe — on the topic of
The National Development Plan — Impact on South Africa’s
Manufacturing Sector & Vision 2030. You got the impression
that he did not know the difference between a machine tool
and the tool-making industry in the same context.
One key paragraph in his speech and I quote: “Statistical
figures reveal that manufacturing sector’s contribution to
growth and employment has been in decline for decades, which
indicates that the sector is becoming progressively less
competitive. Several factors, such as cheap electricity, low-cost
labour and plentiful raw material, as well as industry protection
such as incentives and trade barriers have contributed to the
competitiveness of local manufacturers. However, lately, this
competitive edge has diminished as a result of rising
administered prices and wages, without concomitant increases
in productivity. Also, the trade liberalisation of the South Africa’s
economy, which occurred around 1996 has exposed several
sectors to cheaper imported goods from China, for instance, the
clothing and textiles sector and manufacturing.”
So Mr Minister what are you doing about it? You have hit
the nail on the head. Rising electricity costs, rising labour
costs without concomitant increases in productivity and cheap
imports from China are all correct and just some of the factors
influencing the manufacturing sector resulting in the sharp
decline within the various sectors.
The next Machine Tools Africa exhibition is scheduled to
take place in 2020.
Below is a selection of comments on the exhibition and
photographs of exhibitors and visitors.


John Jerome and Gavin Homan, both of Wam Metals with Paul
Savides of PBS Machine Tools

A big factor for having a dedicated exhibition like Machine Tools Africa is to
attract the correct type of visitor. Customers and potential new customers had
the opportunity to see live demonstrations on machinery and equipment that was
brought in by the 105 exhibitors exclusively for the show
16 METALWORKING NEWS

V 16. 3

July 2017

Byron Gueffroy — Durma
“As a rather seasoned exhibitor (in my opinion at least)
I feel the decision by the MTMA together with Specialised
Exhibitions to break away from Electra Mining and put together
a dedicated exhibition show casing the machinery and related
services and products was long overdue and well received by
both exhibitors and the visitors to the exhibition.”
“I noticed the quality of visitors was far superior to previous
exhibitions and it was refreshing not being constantly asked
“what is this and what does it do”!”
“The reactions to the machinery and the effort by the many
of the exhibitors was good, and I’m sure we all received many
really good enquiries and of course sales, directly from the
exhibition.”
“I have however noticed that since the exhibition that
although the enquiries and the need for updated or additional
machinery is high, the current political situation and the role
it is playing on our economy as well as the new round of wage
negotiations and possible strike action has put a hold on most
purchases or decisions for the foreseeable future, or at least

Gary Lusso of Gurtech with Byron Gueffroy of Durma

until December and after the ruling party has elected it
new leaders. This will also determine the future for our
manufacturing industry.”

“I noticed the quality of visitors was far superior to previous exhibitions and it was
refreshing not being constantly asked “what is this and what does it do”!”

Steven Moody of Tysica, Vaughn Hanwith-Horden
of F&H Machine Tools, Colin Dallas of Tysica, Hakan Ceki and
Mahmut Guler, both from Ermaksan

Tim Rossam and Luis Torres of CML Machine Tools
with Roberto Leoni of Heli Engineering

Vikesh Harikaran — Siemens South Africa
“At Africa’s biggest machine tools exhibition, Siemens
demonstrated its live solutions with its four key partners
in machine tools — EJE, WD Hearn, CSI and MSI. Various
machines with capabilities in high-speed cutting, smart
operations and higher productivity and efficiencies in machine
tool manufacturing were displayed alongside the Siemens
SINUMERIK 840D sl controller.”
“Under the motto “Digitalisation in Machine Tool
Manufacturing”, Siemens is driving the increasing digitalisation
in the machine tool world. With integrated software and
hardware solutions and innovative technologies, Siemens
supports both machine manufacturers and operators on their
way to become a digital enterprise. In the machine tool domain,
Siemens offers digitalisation solutions that extend from the first
idea for a new machine tool up to its operation and
ongoing optimisation. The consequential use of all the
possibilities offered by digitalisation opens up completely
new business potential.”
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Vikesh Harikaran of Siemens South Africa, Matthais Heiser of
Siemens Germany and Ryan Earle of Esteq



Minister in the Presidency Jeff Radebe,
Manus Potgieter of PIM Machine Tools
and Zed Lisac from Salvagnini

Malcolm Moriarty of Metal Chip Machinery, Lee Ridgeway
of Anfield Engineering, Matthew Moriarty, Karel Wilmot,
Oom Gerrit, all of Metal Chip Machinery, Jukka Hakala
of CoastOne, Ivano Gerardi of Gerardi Tooling & Workholding,
Juha Vuorela of CoastOne, Vincent Harth of Metal Chip Machinery
and Gavin Huilai Wang of Leiming Laser

David Risk — TDC Cutting Tools South Africa
“After exhibiting successfully at the Electra Mining Africa
2016 exhibition in September last year, TDC Cutting Tools South
Africa (Pty) Ltd once again exhibited the international TDC groups’
diverse industrial product range at this years’ MTA 2017 event.”
“Products displayed included the Cleveland brand HSS
drills, taps, end mills, carbide drills and end mills, carbide
inserts and tool holders, carbide mining teeth/buttons, saws
(holesaws, bandsaws, reciprocating saws, hacksaws) and
grinding wheels (CBN, ceramic, resin bonded).”
“We held discussions with over 200 industry visitors over
the four days, interested in the TDC product ranges on display.
Interest was equally split between HSS and Carbide tooling
ranges, abrasives and saws, and came mainly from an end
user base (including home users), with a smaller percentage of
distributors.”
“With a recession now confirmed in South Africa (as of
June 2017), this reinforced perceptions of visitors searching for
more cost effective tooling solutions, which aligned neatly with
the quality Cleveland brand offering in South Africa. The vast
majority of visitors were from South Africa, with several from
Zimbabwe and Botswana.”
“Through this event, TDC SA was able to assess in more
detail the product requirements of the South African

industrial market, to support TDC’s further regional product
and market expansion plans. We found it a very useful platform
to engage with the South African market, and TDC will surely
exhibit once again at the MTA 2020 event. Visiting TDC factory
staff included Jason Jiang (Saws Sales Manager), Helen Tan
(Grinding Wheels & Machine Tools Division Manager),
Mike Jiang (Grinding Wheels Engineer), and Charlie Lougassy
(TDC Group CEO).”

Mike Wolhuter, Lance Deysel and Angus Singleton,
all of Pressure Die Castings

Robert Milne, Freek van den Berg, Colin Sampson, Justin Theunissen
and Quinton Janse van Rensburg, all of Mecad Systems
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David Risk, Charlie Lougassy, Helen Tan, Mike Jiang and Jason Jiang,
all of TDC Cutting Tools South Africa

Keith Opperman — Duncan Macdonald & Company
“The exhibition has come and gone. I normally judge a show
based on the sales afterwards and, if I can recoup my costs
with sales of product, I would say it was a success. Up until now
I haven’t recouped my costs.”
“Not many visitors but those that came were interested
in our products and I therefore saved a lot on handing out
freebies.”
“I think you are familiar with my views on the costs — a
53% increase over a three year period is a definite … No! No!
Let us see if the costs for the next show will be in line with
inflation.”
“The only negative feedback is theft from my stand on
Friday evening 12th May. They cleaned out my stall. I even
purchased the EXPO Security Screen to cover my stall which
is additional security. It seems that they lifted the Expo screen
and crawled underneath. They removed the TVs and the only
way possible is to unscrew them. They were therefore prepared
with the necessary tools.”
“I think the current policy of a limited pack-up on the Friday
evening while you have exhibitors and all sorts of other people
inside the halls with trailers and bakkies helping themselves
and no control doesn’t work. I did ask security on Saturday
morning if they noticed anyone walking out with a fridge but
nobody saw a thing!!! I have subsequently had some
compensation from the organisers but it still does not cover the
expenses of my loss.”
“I’m still pondering whether I will be back, I might approach
machine importers and sponsor machines and contribute
towards costs.”

Banie Barnard, Derrick Horn and Keith Opperman,
all from Duncan Macdonald & Co

Rick Ferreira and Barry Page of Amada with
Abri van der Merwe of Autovest in the centre
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Jaclyn Hansen, Johny Hansen, Jessica Lategan
and Terry Nichols, all of Multitrade Distributors with
Enrico Dalonzo of MT Marchetti in the centre

Jurgen Lecki of Retecon Machine Tools, Henry Elvis Grundling
and Armand Strydom, both of Bono Steel, and Graham Rome
of Retecon Machine Tools

Thomas Zackey of Craft Industrial Equipment
with Bill Mallett of Craft Machine Tools

Abraham Heystek and Ian Simpson, both of Victor Fortune
with Gerhard Fourie (centre) of J.D Components

Christo Moolman — Hurco South Africa
“Was it a good show? The answer to this is not as straight
forward as you would like to believe. During the months before
the show there was an anticipation that this would be the
show to showcase what is the best that the machine tool
suppliers could muster for the South African market. I think the
first impression was that the public could see there was a high
standard when it came to the actual stands. The feeling you got
when walking into the halls was a feeling of vibrancy in the air.”
“Yes the correct decision makers walked through the
stands, yes the knowledgeable person visited our stands, and
yes the proper questions were asked. Did it generate more
sales than the previous years that can be counted as actual
show sales and not just pre lined up sales before the show?
Well that is a question that remains open.”
“What was very clear to see is that the South African
market is still focused on the standard 3-axis machine
configuration on the milling side and the standard 2-axis
lathes. Alas for the shop owners to move forward and expand
South Africa’s needs for a stable economy. The very latest

Kobus Beukes, Christo Moolman, Ian Daines, Kobus Snyman, all of
Hurco South Africa with David Waghorn MD of Hurco Europe

technology is available but is the market trend dictated by the
buying customer?”

“What was very clear to see is that the South African market
is still focused on the standard 3-axis machine configuration on the milling side
and the standard 2-axis lathes.”
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David Currah of Edgecam, Clever Mbava, Vincent Wills,
Charles Parkin, all of Stillam, Walter Wade of Vero Software
and Kevin Kleyn of Stillam

Adrian Hendrikz of Scamont Engineering, Alberto van Zyl
of F&H Machine Tools, Richard Buckley of Scamont Engineering
and Richard Poalses of F&H Machine Tools

Frik van Coppenhagen, Ryan Scott and Bryn Labuschagne,
all of Stillam

Wolfgang and Marisa Rothbauer of Biber with Tumelo Morale
and Lucias Mafema, both of Mafema Sales Services

Ludrick and Mariolize Barnard of Caldeaz

Alex Saam and Heiko Engelke of Lubrication Consult

Fabio Morettino of Italian Trade Agency and
Steve Turner of Toolquip & Allied

Dale and Lara Hughes of Afrilaser with
Herschel Ismail of Schuurman Lasercut
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Mark Lotter — Multitrade Distributors
“We were cautiously optimistic at the outset of the show
being well aware of the sizeable investment of time and money
it takes to exhibit at these exhibitions. After the first day had
concluded, we felt that the money and time was well spent
considering the quality of the people passing through our
stand.”
“It is inherently difficult to measure return on investment
(ROI) for an exhibition being suppliers of consumables.
However, if we measure the ROI against the number of
positive interactions that we had during the show, as well as
the promotion of the Multitrade Distributors’ brand, we feel it
was a success to exhibit.”

Gabriele De Marchi of BLM Group, Neil Labuschagne
of First Cut with Freddie Visser and Nico van den Oever,
both of Stainless Plate Products

Mark Exley of Xmeco Heavy Engineering, Ricky Chua
and Yoshiyuki Fujibajashi, both of Mitsubishi Materials Corporation
with Mark Lotter of Multitrade Distributors

Michael Popa and Andreas Hooge, both of Behringer
with Mike Cronin of Elquip in the centre

Gavin Adams — Iscar South Africa
“Machine Tools Africa 2017 has come and gone as
many shows in the past, but fortunately this time with a
major positive twist. We, like many other exhibitors were
extremely apprehensive from the outset, facing a massive
spend and commitment to an event which was last held
20 years ago. We are however extremely satisfied with our
decision to attend this event and experience the positive vibe
during the week.”
“The prevailing mood at the show was positive
throughout. Although attendance figures were below
what was expected, we found the typical visitor was from
within our industry and attended with a definite intention to
view what new technology was available or alternatively
to purchase new machines. It was definitely a focussed
audience which was a breath of fresh air in comparison
to more recent shows. It was evident from the trade
visitors at our booth that this event stimulated good
interest from not only the domestic market but
representation from across Africa as well which bodes
well for future events.”
“This was the ideal forum for us to display a limited
cross section of our vast product portfolio as well as
important peripheral support systems such as our
Matrix Tool Vending solutions. We were extremely satisfied
with the market response to this and will be more expansive
in upcoming events. The daily attendance at our booth and
busy atmosphere reflected a positive outlook amongst
visitors, which has not been seen for a while in the market.
If this is anything to gauge the medium term market

Kobie Janse van Vuuren of Iscar South Africa, Neels de Wet
of Weir Minerals, Ilan Geri of Iscar Ltd, Gavin Adams
of Iscar South Africa, Jason Ormerod and Pieter Anker,
both of Weir Minerals

prospects by, we are extremely positive for what lies ahead.”
“Looking at the cross section of exhibitors at this
event, it is evident that the quality and investment has
advanced beyond previous shows and was found to be
on par with what is available at top European events.
This further contributes to an overall improvement of
this and one can surely believe there will be a higher
level achieved with the next event. Based on our overall
experience with the event we will for sure be at
Machine Tools 2020.”
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Ricky Lazenby — MJH Machine Tools
“MJH Machine Tools exhibited both our top brands namely
the Ctek CNC milling machine and Akira Seiki CNC machining
centers, high speed drill tapping machines and CNC lathes. We
believe that the expo attracted the right type of potential clients
who knew what they were looking for. All that is left now is the
many follow ups of which we believe will turn into a few sales.”
“The cost of exhibiting is extremely high as are all these
exhibitions, and perhaps we will consider approaching our main
suppliers next time to assist in the costs should we decide to
exhibit again. Overall a good, well organised event with a really
helpful team who put the expo together.”
Ricky Lazenby, Martin Haslam and Mark Haslam,
all of MJH Machine Tools

Carel and Fred Peens,
both of Boschpick Engineering

Derick Manser, Rupert Rossouw, Chris Schmidt
and Geoff Morris, all of Star Tooling

Derek Marriott of Marriott Machinery, Philip Thompson of
Craft Machine Tools and John Thompson of Harp Machine Tools

Corry Danielis, Etienne Claassen and
Carlo Danielis, all of MTool

Alan Meredith of Victor Fortune, Izak Vorster of
Vossies Engineering and Jan Prinsloo of Software Development

Mike Lee of Puma Machine Tools with
Edwin van Loggerenberg of Iscar South Africa
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Deon Delport, Cecil Hunter and Tim Gilbert, all of Toolquip & Allied

Maurice Mawson and Domenico Spadino, both of Messer Eutectic

Professor Dimitri Dimitrov of Stellenbosch University
with Hans-Peter Neth of Retecon Machine Tools

Antoinette Jacobs, Nathan Govender and
Willem Oberholzer, all from Taegu Tec

Kevin Barnard, Lennard Brits and Oven Eales,
all of Actom Switchgear with Hans Rossouw of Taegu Tec

Pierre Moll of Trutool Engineering with Polino Goncalves
of Clear Cut Engineering

Michael and Rob Berti from Metal Spinnings
with Hannes Pretorius of PIM Machine Tools

Anita Neves-Coetzee, Sakkie Coetzee, Carolina Neves,
James Yang and Karel Terblanche, all of Extreme Machines
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Ian Simpson — Victor Fortune
“The Machine Tools Africa 2017 show appears to have been
a great success. One of the first impressions was that all the
visitors were genuine machine tool and engineering people who
knew what they were looking for and had the right questions. This
was very different from many of the visitors we used to have when
combined with the Electro Mining show. Over 6 000 visitors
with the proper interest has to make this a worthwhile exercise.”
“From Victor Fortune’s point of view we can certainly not
complain about the quality of enquiries that we received and
have been very busy following up and quoting where required.
A number of these enquiries were from new customers that we
have not dealt with in the past, which is very encouraging. Of
the six machines on our stand, four were delivered directly to
customers after the show and with the outstanding interest
there will be a number of additional deliveries in the near future.”
“All in all a very successful show and one that I am sure will

be repeated again in three years time with additional exhibitors
that regretted that they did not participate this year.”

Pierre Theunissen, Albert Schoonderwoord and Andrej Sobolic,
all from Microstep South Africa

Andrew Crackett and Kurt Rosenberg,
both of Yaskawa Southern Africa

Dudley Meredith (centre) of Victor Fortune with
Navin Elliah and Nishen Chetty, both of Petroquip

Andrew Poole — First Cut
“The Machine Tools Expo 2017 was an unmitigated success
primarily because the show was able to attract the right
people to the exhibition. By comparison to previous years in
conjunction with Electra Mining where there were more feet
through the door there was a marked difference in the quality
of visitors this year. Most of the stands on show were most
professional and this helped to present our industry in the
correct light.”
“First Cut had a really good show with a lot of interest in all
the machines that were on display. We had fantastic support
from our oversees principals notably — Bystronic, BLM, Omni X
and Timesavers who made the effort to attend the show and
share their knowledge and experience with our customers. We
look forward to participating again in the next Machine Tools Expo.”

Justin Cloete of Allied Steelrode, Andrew Poole of First Cut with
Arun Chadha and Marius Bezuidenhout, both of Allied Steelrode

Ad Verburg of Timesavers with Steve van Wyk of First Cut

Philip Theron, Joshua Zhao and Daniel Posniak, all of Engravcut
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Hans-Jurgen Pelzers — Mitsubishi Electric EDM Machinery
“Thanks for giving me a chance to review and give some
comments on the show. As you know, we Mitsubishi Electric
Europe B.V. were participating with our local partner
WD Hearn Machine Tools.”
“Organisation of the booth has been done by WD Hearn.
For us it has been a good show, giving us the chance to
meet many companies being interested in our products
of EDM and wire EDM technology. The clear focus on
machine tools was in fact beneficial, even the halls were not
looking very crowded. The quality of contacts was very good,
resulting in a good number of new leads — and some sale
on-show. If WD Hearn decides to participate in 2020 we will
be with them.”

Hans-Jurgen Pelzers of Mitsubishi Electric EDM Machinery
with his colleague Frank Mehl

Ferdinando Fusca of Rolleri, Roberto Costantino
of Prima-Power, Franco Tallarico of Talmac, Murat Zengin of
Zenweld and Marco Massensini of Faccin

During the exhibition WD Hearn Machine Tools’ MD Ray Cooper
announced that the company had appointed Johan Neveling to the
Board of WD Hearn Machine Tools as Technical Director.
In the picture are Sales Director Graeme Cooper, Johan Neveling
and Ray Cooper

Clyde Erasmus of Laser World and Die, Henk van Niekerk
of Ultra Lock, Quinton White from IPG and Ludwig Oellermann
from Microstep South Africa

Andre Enslin of WD Hearn, Bodo Lingath of FFG Europe,
Marius Conradie of WD Hearn JHB and Peet Buitendag
of EJE Industrial Electronics

Gareth Jackson of First Cut, Philippe Burgener of Bystronic
and Luis Fernandes of Schuurman Lasercut with Joanne Canossa
and Eugene Fernandez, both of First Cut

Arthur Carolin of Remkor Technologies with Carlos de Almeida,
Wesley Bellora and Walter Bellora, all of BCF Precision Grinding
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Robin Ackermann, Ashley Ladiera and Ampie Ackermann,
all of Lind SA Automation

Gerald Green of Walter with Math Robson and
Darren Stoddard, both of Hurco South Africa

Leigh Lockhart and David Carter,
both of Feedback Systems

Mike and Kerry Palmer,
both of Prime Components



The Flexilube team

Werner and Sandra Hurlimann, both of WH Machine Tools

Terry Rosenberg and Riccardo Ferrari,
both of Yaskawa Southern Africa

Vince Wessels, Gerhard Honiball, Francois van Wyk
and Frank van Niekerk, all of Haas

Fernando dos Santos of AFM Engineering, Yolande van Loggerenburg
of Pilot Tools and Steve Andrews of EDM Shop

Jannie Krugel, Terrence Marx, Ron Brown
and Charles Roets, all from CSI

Wayne Kannemeyer of Stainless Plate Products with
Jenny Thobois and Dave Cameron, both of FEW

Justin Boshoff and Aurelio Grech-Cumbo,
both of RGC Engineering
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Nico Hugo — TH Machine Tools
“Was it worth your while attending and / or participating?
We are very happy with the exposure we got from the expo.
Results can’t really be measured from immediate sales
generated from the expo but we were able to introduce our
company to a lot of new customers.”
“Was the mix of exhibitors / visitors of the right quality?
I would describe it as “focused exposure”. The dedicated
machine show definitely brought the right quality of visitors.
Even though there were less visitors than Electra Mining
it was better to spend time with visitors asking the
right questions and less answering “What is that?”
questions.”
“Could there have been more done to attract participation
at such an event? The amount of visitors is much less than
Electra, but it is the first dedicated show in a long time and it
still needs to earn a reputation, but I’ve seen and heard all the
adverts and campaigns done by the organisers and I think they
did a good job.”
“What about the costs to exhibit? The costs are high
looking at it from a marketing budget perspective, and I also
think the organisers will be able to line up more exhibitors
because they have three years to do it now, which will help to
reduce the costs.”

Jaun Hugo, Nico Hugo and Pieter Claasens,
all of TH Machine Tools

“Did the organisation of the exhibition run smoothly?
We did not experience any major problems, they did
a good job.”
“Will you participate in the next exhibition that is
scheduled to take place in three years time? We would
definitely like to be there again.”



“We are very happy with the exposure we got from the expo.
Results can’t really be measured from immediate sales generated from the expo but
we were able to introduce our company to a lot of new customers.”
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Bart Pieterse of MTP, Nomfundu Mgidi of Modtech Services
and Richard Gladwin of MTP

Jose dos Santos, Manny and Jorge Peixoto and
Ricky Camacho, all of JP Engineering

Abie Ferreira of ABMTS, Louis Struwig Samsung Machine Tools,
Jannie Krugel of CSI and Albertus Kriel of Samsung Machine Tools

Marcus Filer of Skok Machine Tools and
Paul Dreyer of Lasercraft

Government’s new R1.5 billion
steel fund to help SMMEs

E

conomic Development Minister Ebrahim Patel has
released details of a new R1.5 billion incentive for
downstream steel manufacturers, which was due to
be implemented from 1 June 2017.
The incentive, officially named the ‘Downstream Steel
Industry Competitiveness Fund’ is to be administered by
the Industrial Development Corporation (IDC), which will
also provide the bulk of its funding.
In fact, the Economic Development Department
(EDD) will inject only R95 million of direct on-budget
funding, spread over a three-year period, with R30 million
available for the current fiscal year.
However, Patel said the funding, while modest, would
enable the IDC to offer discounts to its already favourable
interest rates to qualifying beneficiaries. The IDC might
also consider, on a case by case basis, including a grant
element, should such funding be required to facilitate an
investment.
The fund would target steel-intensive downstream
manufacturers and would not be open to integrated steel
mills, component manufacturers that qualify for other
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incentives, or large multinational original equipment
manufacturers receiving support under sector
specific schemes, such as the Automotive Production and
Development Programme.
However, the fund would be open to applications from
foundries and fabricators of pressure vessels, pipes and
structural steel products. Parts and component
manufacturers of steel intensive products would also
be eligible, along with valve and pump manufacturers,
machining plants, and capital equipment producers,
particularly in the rail and rolling stock subsector.
The fund will mainly target very small, small and
medium enterprises, as defined in the National Small
Business Amendment Bill. However, large enterprises
up to a maximum annual turnover of R450 million
will be considered, depending on developmental
returns.
Should there be an oversubscription against the
incentive, the EDD and IDC would prioritise support based
on criteria such as job creation, transformation and black
empowerment, and beneficiation.

Joerg Schmauder and Phillipp Zwirner,
both of Trumpf

Craig McMurray, Lee Herbert and Gordon Boddy, all of
Victor Fortune with William Anderson of Iscar South Africa

The incentive is being introduced amid moves to
further protect South Africa’s upstream steel sector,
which has faced an existential crisis in recent years
as a result of a rise in cheap imports, mostly from
Asia.
Duties have already been increased on a range of
primary steel products up to the 10% bound rate allowed
for under South Africa’s World Trade Organisation
commitments. Protection has also been instituted on
some downstream steel products.
In addition, Trade and Industry Minister
Dr Rob Davies recently signed off on a 12% safeguard
duty on hot-rolled coil (HRC), which would be instituted
in addition to the base tariff of 10% on HRC from
1 July 2017.
Patel acknowledged that downstream industries in
the metals and engineering sectors were under “serious
pressure”, which had resulted in firm closures and the
loss of 25 000 jobs in the last year.
The fund was designed as a “timely intervention”
to place the sector on sounder footing.

Infigo Foundry up and casting
New owners positive about getting the company back to where it once was.

T

aking over a foundry that has not
been melting or manufacturing
castings for a lengthy period,
relatively speaking, is not an easy task.
Well, this is the story of Infigo Foundry.
I am sure that many members of the
foundry industry are curious to know
what exactly happened with Concorde
Foundry Vereeniging, so this article
will start by giving some answers to
those questions. The 2013 demise of
Concorde Foundry Vereeniging was not
expected when 50% of its shareholding
was acquired by the construction,
engineering, logistics and
manufacturing Global Engineering
Group as the group has strong links to
the railway engineering and transport
industry, both locally and internationally.
Strategically it was a positive move by
the company, because it was at a time
when the South African Government had
been making a lot of noise about spend
in infrastructure improvements, with
billions destined for rail transport and locomotives.
However, many of the localisation promises have not
materialised and more and more of these contracts have been
awarded to companies in China. This has had a major impact
on local manufacturing companies who invested heavily with
the prospect of participating in these contracts. Even indirectly
government owned companies have suffered, including one of
the biggest foundry groups.
Level one Broad-Based Black Economic Empowerment
(BBBEE) company
Concorde Foundry was eventually liquidated in 2015 and
remained idle until new owners, also with strong links in the
freight logistics and railway industries, purchased the
company in July 2016. Level one Broad-Based Black Economic
Empowerment (BBBEE) company SAFRail acquired 67 per cent
of the shareholding with the remainder of the shares being
taken up by NRE, an Illinois, US-employee owned company
servicing clients in the rail, marine and power industries.
NRE was offered 33 per cent because of their strong
potential to secure and unlock export opportunities for various
rail-related castings.
“Concorde Foundry Vereeniging has a history dating back
to 1966 when it was established by the Apex Group, a group
with many different engineering manufacturing entities and
run by entrepreneur Johan de Kok. The foundry was set up as
a mass production malleable and cast iron foundry, as well as
casting other nihard and wear resistant materials for pump
and lining products for the mining industry. The foundry would
manufacture components for the Weir and Warman range of
products. There were also tie ups with Vecor, SARCO President
Brand Engineering,” explained Deon Louwrens, CEO of
Infigo Foundry.
“The foundry would eventually become part of the
Lennings Group and subsequently the Scaw Metals Group,
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The melting platform inside Infigo Foundry

before the acquisition by the Global Engineering Group. As part
of our investigation and consideration to buy the foundry from
the liquidator, we realised that Concorde Foundry had three
major attributes that are not easily obtainable. These were a
significant electrical power supply (3.5MW), a direct pipeline
supplying natural gas from Sasol Gas and a valid Atmospheric
Emissions License (also called “clean air license”). Concorde
Foundry furthermore had a very good reputation for high
quality castings, and our intention is to do as much as possible
of what was done in the past and more, and in the process,
keep and improve on this reputation of high quality where and
when possible.”
“At the time of liquidation two long time employees of
Concorde Foundry — Anton Trauernicht and Jacques van der
Westhuizen — were shareholders of the company. With the
acquisition it was important for the new owners to retain the
services of Anton and Jacques, who both have over 20 years
history with the foundry. Fortunately, these two experts agreed
to join Infigo Foundry, and are now playing leading rolls in
getting the business back on track. It would be very difficult if
not impossible to accomplish what we are already achieving
without their remarkable knowledge, skills, experience as well
as the relationships and contacts that they have throughout
the foundry industry. The number of old customers that are
returning is evident of the trust in their character and ability,
and we are deeply thankful towards Anton, Jacques and all
the customers, and not forgetting the value of our ex-Concorde
Foundry workers, as well as the support of old suppliers.”
“As no investment had been made in the foundry for many
years and with it not operating for a couple of years the task in
the beginning was to establish ties with suppliers and get the
equipment back into working order.”
“The selection and relationships with suppliers is an
important and interesting part of business, with quality, price
and delivery as the important consideration when making
decisions. These are the same service-factors that we have 

Infigo Foundry is already winning back old clients
and manufacturing pump components for them

identified as the pillars of our business. We believe in building
relationships with our suppliers since we are aware and
appreciate the effort and sometimes investments in equipment,
processes and people that suppliers have to make in order to
supply us with specific and unique products. This is strongly
related and especially important when considering the pillars
of quality, price and delivery. We are however, also doing
business in the open market and will be stupid not to compare
pricing from different suppliers as part of ensuring our
competitiveness. We have negotiated longer-term agreements
with the main suppliers (for example scrap steel), and in the
process negotiated favourable pricing.”
“Although we have seven different furnaces, which include
induction, cupola and arc at our disposal we are only making
use of one refurbished and upgraded induction furnace and
the arc furnace at this stage. We are investigating investing in
a new transformer so that these furnaces can be used to their
maximum capacity.”
“There are three different production lines in the foundry
and all are related to the size of product. The green line caters
for castings between 1 and 30 kilograms and the blue line for
castings from 30 to 150 kilograms. The third line is where we
do floor castings and this caters for castings between
150 and 3 000 kilograms. The current capacity of the foundry,
with the mentioned furnaces and production lines, is 400 tons
per month.”
“We only started casting in February this year after a major
clean up, servicing and maintenance project. This included
refurbishing the gas supply line and negotiating the correct
tariffs for electrical supply. It is amazing what you can save if
you are on the correct tariff.”
“The initial plan was to only start the blue line for the
production of hopper wheels, with a typical weight of
50 kilograms per wheel. With our experience in the railway
industry we identified the hopper wheels, which are mainly
used in underground mining situations, as potential product
to manufacture. This is one product that, to our dismay, was
nearly 90% imported from China. This could be in the region of
200 tons of product a month that is imported.”
“However, the intention to only start the blue line was soon
changed when we received a significantly sized order from a
textile manufacturing company for 7 500 links, which was a
typical green-line product. The commissioning of the green line
was challenging as it has many moving parts, including the
90 car carousel, nine jolters, 12 sand hoppers, 13 conveyor
belts, two sand mixers, to mention a few. We soon also
received enquiries for items that are too big for the blue line
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Infigo Foundry has identified hopper wheels as a product
that they can cast and replace imports that are being imported
from China in a sizable amount

and we had no choice but to also commission and start the
floor casting line. The end result, as expected, is that all three
lines are in operation.”
“The other important consideration is what type of steel is
needed for which product. We are currently doing cast steel,
SG and high chrome, and these can be cast on any of the
three lines. The type of metal and amount required will
determine the selection between the arc and induction
furnace.”
“SG can only be done in the induction furnace with
accurate control of chemical composition. Steel and chrome
can be done in the arc or induction furnace, but the liner
needs to be ‘cleaned’ after chrome production before
continuing with steel because of chemical contamination to
the liner during chrome production with elements that should
not be present in steel. The complexity of production is better
understood when realising the numerous variables that need
to be considered and in place for each product.”
“At this early stage we are casting between 40 and
50 tons per month and this is not far off our breakeven
forecast. However, with the projection of the orders that are
starting to be rekindled with previous clients in the pump
component industry this could be above the 100 ton per
month mark in the not too distant future.”
Self-sufficient
“The business is very self-sufficient in its own way and can
rightfully be described as an all in foundry. Besides the normal
foundry operations that are required, including a patternshop,
we also have a heat treatment facility and relatively large
machining shop. This includes a couple of CNC machines and
some big European origin vertical and horizontal borers and
milling machines that once refurbished and updated will be
virtually new again.”
Going forward
“The directors of the company, both locally and
internationally, including myself have many years of experience
in the rail transport industry and we are certainly investigating
opportunities in this area. Of course we are looking at other
mining and general engineering clients so that we can get this
foundry back to where it once was.”
“Infigo in Latin means impressive and we certainly will
want to supply our clients with an impressive array of
castings.”
For further details contact Infigo Foundry on
TEL: 016 004 0035 or visit www.infigofoundry.co.za

Europe to the rescue

of South African vehicle manufacturers

E

xports have become the lifeblood of South African vehicle
manufacturers. Despite precarious domestic demand,
assembly plants are working at close to capacity,
according to a FM report.
A spike in demand for South African-built vehicles in Europe
and Asia has mitigated the fallout from plunging local sales and
a collapse in markets across Africa.
Exports to Europe have more than doubled since 2012,
propelling the local industry to near-record production in 2016.
With Asian demand growing more than 80% over the same
period, exports themselves set records last year and are
expected to do even better in 2017.
They will need to. Despite a growing sense that the South
African market for new vehicles is bottoming out, more than
three years of falling sales have knocked a big hole in local
demand. Between 2013 and 2016, the new-car market dropped
from 450 296 to 361 404 and the overall new-vehicle market
from 649 216 to 547 174.
Cars are expected to do fractionally worse in 2017 but a
recovery in commercial vehicles could drag the combined
number above last year’s level.
It could have been a lot worse. Initial industry response to
South Africa’s credit downgrading and President Jacob Zuma’s
firing of finance minister Pravin Gordhan and his cabinet
reshuffle was one of misery.
Having started the year predicting a recovery of 2%-3%,
analysts went into gloom mode. Suddenly the decline was going
to continue through 2017 and possibly 2018.
The National Association of Automobile Manufacturers of
SA (NAAMSA) even declared it was temporarily giving up the
numbers-guessing game, because the economic situation was
so unclear.
By the end of April, however, the market was just over 1%
weaker than a year earlier. Luxury cars, down 17%, have taken
the biggest knock, as consumers opt for cheaper vehicles.
In its latest quarterly review, NAAMSA now thinks the 2017
market could rebound slightly, to 548 500. Toyota SA CEO
Andrew Kirby suggests it could go as high as 565 000.
“Key market drivers are interest rates and price increases,”
he says. “As long as there is a relatively stable environment in
these areas, there is a real possibility of growth.”
His company is particularly anxious that this should be the
case. It has suffered most from the disintegration of SA exports
into the rest of Africa.
It still contributes more than two-thirds of SA volumes there
but in much lower numbers. According to the 2017 Automotive
Export Manual, since 2014 Toyota SA has slipped from being
SA’s biggest global vehicle exporter, to fifth.
The companies that have overtaken it — Mercedes-Benz SA,
Volkswagen SA, BMW SA and Ford Southern Africa — are much
less reliant on Africa.
The good news, says NAAMSA president and Nissan SA MD
Mike Whitfield, is that African markets should start to recover
from 2018.
It can’t happen soon enough. In 2016, South African vehicle
exports to the rest of the continent tumbled 49% from a year
earlier — from 42 234 to 21 564. That’s a drop of almost 75%
from the 80 293 recorded in 2012.
Attempts to create pan-African free-trade areas are moving
slowly. Some north African countries, which have been strong
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South African
customers, are
creating
barriers to try to
give their own
fledgling industries a leg up. In sub-Saharan Africa, falling oil
and commodities prices have stripped governments and
corporations of revenue. Ordinary consumers mainly buy
dumped, used Asian vehicles, which are allowed unfettered
access into most markets.
Plans to turn Nigeria, Africa’s biggest economy, into a major
vehicle producer in its own right are on hold because hardly
anyone there is buying new vehicles. Ford Southern Africa and
Nissan SA, which are supposed to be sending thousands of
vehicle kits for reassembly in Nigeria, are instead twiddling their
thumbs.
Volkswagen SA is trying to break the logjam by creating
satellite production sites to reassemble cars.
Its first targets are Kenya and Rwanda, where governments
seem willing to curb dumping of used vehicles. Individually, the
markets may not be big but they offer decent numbers when
combined.
“In Africa, you never go from A to B in a straight line,” says
VWSA MD Thomas Schaefer.
But the good news is that while exports to Africa have been
shrinking, other regions have come to the rescue.
The export manual shows shipments of new vehicles to
Europe grew between 2012 and 2016, from 87 621 to
195 764. Asian markets have also been receptive, increasing
orders from 26 443 to 47 616.
Australia has also taken up some of the slack. North
America is down from its peak of a few years ago but remains
South Africa’s second-biggest regional market, at 52 430.
The UK was by far the biggest export market in 2016.
The 110 356 vehicles shipped there was more than twice the
number of the US market, which took 47 267. In all, South
Africa exported vehicles to 140 countries.
The end result was a record of 344 859 exports last year.
NAAMSA expects this to reach 351 600 vehicles in 2017.
These figures are almost exclusively cars and bakkies.
South Africa exported only 1 104 trucks and buses — a figure
that has remained fairly steady in recent years. Local truck
makers say they hope to start making real inroads in the next
five years.
Vehicle manufacturers boasted a R61.9 billion trade surplus
in 2016, based on R118 billion of exports and R56.2 billion of
imports. New-car imports hit their peak in 2013, when 338 592
entered the country. By last year, this was down to 264 286.
The overall motor industry trade balance, however,
remained in deficit in 2016, at R32.9 billion. This is because
South African vehicle manufacturers continue to buy most of
their components from overseas.
So even though local producers are growing exports, their
value is swamped by imports. Last year the industry exported
R53 billion of components but imported R147.8 billion.
The overall deficit has almost halved in three years from
R63.8 billion in 2013 to last year’s R32.9 billion.
Combined, vehicle and components companies exported
a record R171.1 billion of goods in 2016. Most in the industry
expect a new peak in 2017.

Dished End purchase

could cost Hudaco up to R79 million

H

udaco, the listed
industrial and
automotive
consumable products
distributor, has acquired
manufacturer Dished End
for a maximum of
R79 million. The company
said it had acquired
Dished End’s trading
assets and liabilities
effective from the beginning
of May 2017.
Hudaco added that it
had made an initial
payment of R36 million
for the company, which
manufactured dished
ends. Hudaco said the final
total purchase price would
depend on the average
profits over a three-year
earn-out period.
Dished End
manufactures dished ends,
which are the end caps on
pressure vessels. These ends vary from 0.4m to 5.5m in
diameter and from 4mm to 25mm in thickness. They are
manufactured in various metals as required by the particular
type of vessel. Dished End also offers the pressing and
flanging of small conical sections and a range of single
pressed weld caps.
The Dished End Company was established in 2011 and
increased its foothold and capacity in 2013 when it
purchased Tank Ends, a well-known and respected company
in the industry that had been operating for over 40 years.
Dished End operates from a 3700m² facility in
Greenhills Tunney Ext 7, Elandsfontein, Gauteng.
Dish end manufacture is a niche business within the
fabricating world but the call for the use of dish ends is
numerous. Pressure vessels are used primarily in the
transport and storage industries, and hundreds of
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different industries require pressure vessels. These include
the food and beverage, gas, petroleum, heating, cooling,
water filtration and brewery industries, to name a few, and
they all require pressure vessels in some form or shape. In
fact, any industry that is using a pressure vessel or storage
tank requires a convex end.
Hudaco Industries is a South African group specialising
in the importation and distribution of branded automotive,
industrial and electrical consumable products, mainly in the
southern African region. Included in the Group are other
manufacturing companies of engineering related products.
These include Bosworth, Ambro Steel, Ernest Lowe, Gear Pump
Manufacturing, Joseph Grieveson and Proof Engineering.
Hudaco said the transaction was below the threshold for a
category two transaction, which required disclosure in terms
of the JSE’s listing requirements, but believed it appropriate
to inform shareholders about the transaction.

Briefing note: Industrial policy
and the locomotive procurement —

Corruption undermines industrial development
TIPS (Trade & Industrial Policy Strategies) reports in its latest Real Economy Bulletin.

T

he procurement by Transnet of 1 064 locomotives was
hailed as a boon for industrial policy. Transnet
consolidated several years of procurement and sent the
market signal that there was sufficient demand in South Africa
for a major investment by locomotive producers and their
suppliers. It also promised to stimulate local manufacturing
firms to become suppliers into this global industry and support
an export base in these products.
The firms bidding for the locomotive procurement were
required to commit to localising their production, investing
in local firms and building a competitive local supplier base.
Four firms were awarded the contracts, including China South
Rail and China North Rail, which subsequently merged. Yet,
research commissioned from the Centre for Competition,
Regulation and Economic Development (CCRED) by TIPS under
the Industrial Policy Research Programme showed that China
South Rail undertook virtually no localisation of production.
The recent leak of emails showing that the Transnet
procurement process was hi-jacked helps explain this situation.
They reveal that China South Rail paid a staggering 20% of
the R50 million paid for each locomotive — some R10 million
apiece — in “fees” to an intermediary company that facilitated
its bid. In total, it paid over R5 billion for the 500+ locomotives
that Transnet will be buying from China South Rail.
TIPS commissioned research found that, to date, not one of
the China South Rail locomotives has been assembled in South
Africa; all have been manufactured in China. It appears that
Transnet gave China South Rail “exemptions” on the
number of locomotives that needed to be produced in South
Africa, even though the procurement programme aimed
explicitly to simulate local industry and industrial development.
The findings are verified in scrutinising the import bill for
locomotives, which has grown significantly. The imports were less
than US$50 million per year through 2013, but then climbed
to US$100 million in 2014 and US$550 million in 2015. The
remaining suppliers to Transnet under this procurement
process have lived up to their obligations. They have invested,
developed suppliers and are exporting components to the
region and globally. Transnet Engineering has also built its own
capabilities to produce locomotives, which is a positive signal.
With the slowing economy, the effects of high-level
corruption can now be explicitly felt. Where government
policies designed to stimulate industrialisation have
been captured, the result is not only corruption and
money-laundering, but also weaker foreign direct investment
and slower industrialisation.
The state has few tools available to stimulate
industrialisation, and the localisation of its procurement is
one of its most important levers. Moral outrage aside, when
corruption results in the importation of these items, it is a
double blow to the economy — South Africa pays more for
public investment and also loses the hoped-for stimulus to
industry with the jobs and domestic manufacturing
opportunities that would have been created.
As a minimum, the remaining locomotives that Transnet

will get in 2018 must be locally manufactured, and the cost of
each locomotive must be reviewed to ensure they do not
incorporate corrupt payments.
For further details visit www.tips.org.za
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Automotive Masterplan

to replace the Automotive Production
Development Plan in 2020
The inaugural NAACAM Show reflected a significant intent and strategy shift within South Africa’s
automotive sector. Meeting 60% local content goal would transform economy, create 49 000 jobs.

S

peaking at
Otherwise we will have
the National
no one else to blame.”
Association
National
of Automotive
Association
Component and Allied
of Automotive
Manufacturers of
Component and Allied
South Africa (NAACAM)
Manufacturers of
show held in Durban
South Africa President
in April 2017 the
Dave Coffey said the
Automotive Masterplan
stated acceptance by
lead and B&M Analysts
industry role-players of
chairperson Dr Justin
the need to increase
Barnes said the
local content in
achievement of a 60%
manufactured vehicles
level of localisation
from its current level
would make a
of 38.5% to 60% was
significant impact on
significant.
“I was really pleased to see a vast array of
the South African
Reflecting on
economy, including
feedback
from 13
component suppliers at the Show, showing the
the creation of
conference sessions
depth and breadth of the supply chain, including
49 000 new jobs and
attended by up to 500
an additional
automotive executives
black industrialists, a number of whom have
R68 billion in GDP.
and policy makers,
entered the space with support from OEMs
Barnes said the
Coffey said so much
Automotive Masterplan
was learned and while
and large Tier Ones.”
and associated
there are always
policy levers, which would replace the Automotive Production
different positions, platforms such as these help sector
Development Plan in 2020, was at an “advanced stage of
participants find each other.
development” and that more concrete details would be shared
“Members of the South African automotive sector value
over the coming weeks.
chain are clear that the key long term outcomes of sector growth,
Speaking at the Show, Trade and Industry Minister Rob
increased localisation and transformation are inextricably
Davies reaffirmed government’s ‘significant support’ for the
linked. The NAACAM Show entrenched that view. On that score
automotive sector and said learnings which informed the policy
I am delighted with that as an outcome of the Show.”
“were not based on countries that have abandoned support of
“All South African automotive role-players understand that
the auto sector.”
transformation and the inclusion of black-owned suppliers in
“I was really pleased to see a vast array of component
the value chain, is not negotiable. There is a renewed sense of
suppliers at the Show, showing the depth and breadth of the
urgency and move to action, in this regard, which is significant.”
supply chain, including black industrialists, a number of whom
Coffey said. “It is not business as usual.”
have entered the space with support from OEMs and large Tier
“Given the fact that approximately triple the number of jobs
Ones.”
are created in component manufacturing than vehicle assembly,
Davies said any beneficiary of future automotive policies
there is commitment across the board to deepen levels of local
would need to demonstrate contribution to black-supplier
content. This responsibility falls as much with Tier 1 component
development and localisation which was “central to dealing
manufacturers as it does with OEMs.”
with stubbornly high unemployment levels.”
NAACAM Executive Director Renai Moothilal reinforced the
Toyota SA President and National Association of Automotive
networking and profiling value of the event.
Manufacturers of South Africa (NAAMSA) representative,
“This really was a showcase of the full spectrum of the
Andrew Kirby said he was “encouraged that we have gained
SA automotive manufacturing value chain. From the OEM
alignment in the overall picture of the masterplan and the
localisation focussed stands, to the multitude of tier one
acceptance of its key targets for the sector.”
manufacturers, the black owned suppliers, tyre manufacturers,
NUMSA Secretary General Irvin Jim said the industry faced
service providers to the sector, and even a joint catalytic
“serious challenges and business and social movements
converter industry stand, the show and exhibition just
and had to develop the agenda to address these together.
reinforced what collaborative action in this sector will bring.”
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Highveld Steel plant reopens —
structural mill began producing
in April

“T

he reopening of the Highveld Steel plant in
Mpumalanga is an example of what can be done
with focus and partnerships. When the plant was
closed two years ago, government worked with industry to find
solutions that can restart operations. Arcelor Mittal saw an
opportunity to provide blooms as input for the production of
structural steel products and railway lines. This means we can
now replace products that are currently imported and there
may be further opportunities on the rest of the continent to
export these products,” said Economic Development Minister
Ebrahim Patel at the recent official restart of the structural
mill.
Highveld Steel & Vanadium, South Africa’s second-biggest
steel manufacturer after ArcelorMittal SA, was put into
business rescue in April 2015 after a prolonged downturn in
the steel industry. The collapse of the group, which was
majority-owned by Evraz, resulted in the retrenchment of
almost 3 500 people, including about 1 800 of its own
staff as well as contractors, in February 2016. An initial
attempt to sell the business fell through due to soft market

ArcelorMittal CEO Wim de Klerk says the first 4 100 tons
were produced in April and more than 100 customer orders
have been placed so far. Targeted production is 18 000 tons
a month. This product complements ArcelorMittal’s
product range and assists downstream customers, De Klerk
says.
An agreement was reached with ArcelorMittal SA in 2016
to reopen part of the plant. ArcelorMittal SA supplies the
primary steel in the form of blooms and slabs, which is
processed into supplied at Highveld Structural Mill and
marketed by ArcelorMittal SA.
Highveld Structural Mill CEO Johan Burger says
ArcelorMittal SA has a two-year option to buy the mill that
could be extended for another year. The price will be
determined by the mill’s profitability, but there is a minimum
price.
Mineral Resources Minister Mosebenzi Zwane says certain
minerals will be designated that the mill can access at mine
gate price to ease its difficulties.
Marsden says that if ArcelorMittal SA exercises the option

“The company and its partners have shown resilience
and creativity and they are transforming the old steel mill complex
into a new multi-purpose industrial hub, consisting of a steel-works,
a coal storage depot for junior miners, a maintenance service centre
for dumpster-trucks and a training centre that can address
skills needs in the area,” said Patel
conditions and the 50-year-old mill’s significant environmental
liabilities.
“The company and its partners have shown resilience
and creativity and they are transforming the old steel mill
complex into a new multi-purpose industrial hub, consisting
of a steel-works, a coal storage depot for junior miners, a
maintenance service centre for dumpster-trucks and a
training centre that can address skills needs in the area,”
said Patel.
“Steel is the foundation of any industrialisation plan and
we have to retain and support our capability and industrial
capacity at a time when global markets are still facing a
supply glut. The most effective protection will be new
investment in plant and training of staff to enable nimble,
competitive enterprises. The announcement comes a few
days after government announced a new R1,5 billion Steel
Competitiveness Fund, and is a further boost to confidence in
the industry,” he said.
“This is a specialised product that was previously fully
imported. Making it at the Highveld plant is meeting local
needs, saving foreign exchange, using spare capacity at
ArcelorMittal SA and saving jobs,” said Piers Marsden of
Matuson & Associates, one of Highveld’s business-rescue
practitioners.

to buy the mill it will realise cash to pay creditors. More
tenants will be sought to bring in regular income. Other
challenges remain, such as addressing environmental issues
and resolving a dispute with Air Liquide over a take-or-pay
contract.
Marsden expects the business rescue process will take
about another two years to resolve but these processes,
though taking longer than a scrapping of the plant, will
ultimately realise more money for employees and creditors.
De Klerk is grateful for government support in this venture,
which is helping to sustain the smaller steel fabricators that
are employing up to 100 people. This business will continue
to increase its capacity.
Marsden says Transnet is expected to issue a tender
shortly for rail line supply for 15 years and Highveld Steel
is the only serious contender for it. Structural steel is
a designated product for local procurement by
parastatals.
About 500 people are working in various businesses on
the site, including a black-owned logistics company that uses
Highveld’s extensive rail infrastructure to ship coal for small
producers in the area.
Among the other tenants are a technical training company
and a business refurbishing dragline buckets.
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Automotive Export Manual 2017
shows some interesting stats

Exports of automotive products in 2016 accounted for R171,1 billion, a further record,
representing 15,6% of total South African exports. Component exports up 6.8% in 2016
and engines show strong growth.

S

outh Africa, as Africa’s largest economy and its
most integrated in terms of capital and trade flows,
represents the blue chip jurisdiction in the region.
Although South Africa offers investors the benefits of a
country with first-world standards in business
infrastructure, it also offers emerging market vibrancy
and opportunity, the ideal formula for growth and
profitability. The country, with its sound fundamentals,
remains one of the most accessible, dynamic and wellregulated entry points to Africa’s 1,2 billion consumers.
The Automotive Export Manual 2017 — South Africa
publication is an annual publication produced and
compiled by the Automotive Industry Export Council (AIEC)
— the recognised source of South African automotive trade

data. The 2017 publication, as well as the previous
10 publications since 2007, provides a comprehensive guide
on the export and import performance of the South African
automotive industry, both under the previous Motor Industry
Development Programme (MIDP) and the current Automotive
Production Development Programme (APDP). The aim of the
manual is to identify and report on the major automotive export
destinations, the major countries of origin, the main automotive
export trade blocs, the most important automotive products
being exported and imported, the top growth markets and
products, as well as the impact of the trade arrangements
enjoyed by South Africa on automotive trade patterns. The
information and analysis in the report were produced and
compiled by Dr Norman Lamprecht on behalf of the Automotive

Ford Invests R125 million
in the Silverton facility

F

ord Motor Company of Southern
Africa has invested more than
R125 million to upgrade the
3 000 metre vehicle conveyor
system at its Silverton Assembly
Plant in Pretoria in order to increase
its production capacity for the locally
built Ford Ranger and Everest.
The investment forms part of
FMCSA’s manufacturing expansion
plans to increase the plant’s capacity
by 22% from 27 jobs-per-hour to
33 jobs-per-hour by January 2018,
following the move to a two-vehicle
facility last year when the Ford Everest
joined the Ford Ranger on the Pretoria
assembly line.
The new conveyor system, which
began operating earlier this year,
optimises the plant’s automated
Electro Monorail System Webb
conveyor between the body shop and
paint shop, thereby improving overall
production efficiency by reducing
stoppages. This means fewer delays in
production and an increase in the number of vehicles
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manufactured for the South African
market, as well as for export to
148 markets in Europe, the Middle
East and Africa.
Andreas Bruditz, area manager for
the Body Shop, explained that the new
system improves the structural
capability of the system by
significantly reducing and, in some
cases, eliminating interruptions
between the two production areas.
“The new conveyor is based on similar
systems employed at Ford assembly
plants in Europe, using proven technology to maximise production
efficiency and capacity,” Bruditz said.
An additional benefit of the new
system is that the conveyor decouples
the Body Shop from the Paint Shop,
which allows one area to continue
work should the other have a
stoppage. The new conveyor has also
created a buffer zone between the two
areas, which allows for last minute
body-panel adjustments and repairs to
be made before the vehicles enter the Paint Shop.

Industry Export Council. The contributions and assistance by
NAAMSA, NAACAM and the Department of Trade and Industry
are acknowledged.
Data published in the Automotive Export Manual 2017
shows that catalytic converter exports made up 41.3% of all
component exports from South Africa, by value, earning
R21.9 billion, up from last year’s R20.3 billion. Total
component exports from South African reached R53 billion in
2016, up from R49.6 billion in 2015.
Engine parts were South Africa’s second biggest component

The contracts are also often foreign currency denominated
and tend to be multiyear in nature. Given that a large
number of components are exported for assembly into
other global vehicle plants, the demand from those
plants are also drivers of South Africa export levels,” said
Moothilal in the report.
“The increase in the export of engines and engine parts
over the last few years is related to engine production for
the Volkswagen Polo Vivo, Polo and the Ford Ranger, with
the last two models linked to high-volume export

Data published in the Automotive Export Manual 2017 shows that
catalytic converter exports made up 41.3% of all component exports from
South Africa, by value, earning R21.9 billion, up from last year’s R20.3 billion
export product in 2016, at R3.9 billion — having jumped from
R2.9 billion in 2012 — with tyres third, at R2.5 billion. Engines
were the fourth biggest export product, up from R559 million in
2012, to R2.1 billion in 2016.
“The weak rand did not play a significant role in the gains
made in 2016,” says National Association of Automotive
Component and Allied Manufacturers executive director
Renai Moothilal in reports.
“I don’t think one single factor, such as currency, can be the
conclusive reason for any annual export level changes.

programmes,” said Moothilal.
Two component categories that have seen a sharp
drop in export volumes over the last five years are stitched
leather seats and silencers and exhausts the report says.
Stitched leather seat exports have dropped from
R1.7 billion in 2012, to R768 million in 2016, with the
German market cutting its sourcing from South Africa
significantly.
Silencer and exhaust exports have also declined from
R1.7 billion in 2012, to R618 million in 2016.
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SHOPFRONT

FOCUS

Concentrating on the little things
Davox stands out in an industry where one metal fabricating shop
is rarely an exact copy of another.

A

war on emissions has been raging for the best part of
40 years, with governments coming down hard on
the automotive industry. The cries of ‘blackened
buildings and choking streets’ are reducing but still very real.
The advent and introduction of the automotive catalytic
converter has been a big step forward and in most
industrialised countries it is compulsory that vehicles are
fitted with the pollution-reducing units, which turn the harmful
chemicals in vehicle exhausts into harmless gases such as
steam.
These days fabricating components for automotive catalytic
converters is no big deal as there are many metalworking
engineering companies that are involved in one way or
another, supplying the components that go into the final
product that ends up on the exhaust system for a car, bus or
truck.
In a catalytic converter, the catalyst’s job is to speed up
the removal of the toxic gases that pass from the combustion
engine via the exhaust system and thus reduce the pollution
in the atmosphere. The catalyst is made from platinum or a
similar, platinum-like metal such as palladium or rhodium. The
determination of the exact amount of these precious metals
(platinum, rhodium and palladium) that are used in the
manufacture of the automotive catalytic converters is more
important than the fabricating and machining aspects.
Besides the precious metal and the ceramic monolith
honeycomb structure inside the converter, there are many
other components that make up the converter. They include
the stainless steel body, heat shields, exhaust manifolds,
couplings, clamps and many others. Some are pressed, some
are cast and machined, and some are stainless steel or a
ferrous metal. Assembly of these components to make up the
converter, before being supplied to the automotive OEM, is
usually done by companies such as Faurecia and Eberspacher,
both of which have plants in South Africa.

Davox has developed and manufactures cabinets
for press brake tooling
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Sleeping hero Holger Danske

Because of the demands of the automotive OEMs these
companies are generally under pressure to supply, even before
the negotiated deadline in some cases. The ripple effect then
goes down the line to all the component manufacturers as it
is very rare these days that a catalytic converter company, or
assembler, will have all the equipment and processes
necessary to manufacture all the components that make up a
converter.
Some of these suppliers to the catalytic converter
manufacturers can be either third or even fourth tier suppliers.
Sunderland Ridge, Pretoria based Davox was established as
a result of an opportunity to become a third tier supplier to a
well-known manufacturer of pressed components for the
automotive catalytic converter and OEM markets.
The company was originally established as a partnership
between three directors and went through a couple of name
changes before the partnership terminated and the current
owner — Stig Rasmussen — took control in 2016.
The original contract that the company was established on
in 2004, which was for the manufacture of a perforated plate
screen component used in the manufacture of catalytic


converters, is still one of the
Leveling and straightening
mix of products that Davox
machine
manufactures every month but
“Although material arrives
at greatly reduced numbers.
cut-to-length and in a level
“When the company
state punching a large number
started we concentrated on
of holes in thin sheet metal
manufacturing these screens
without distorting the panel is
only. The numbers in those
not very plausible due to the
days were approximately
compressive and tensile
200 000 per year. This number
stresses caused by the
is now down to a projection of
punching process.”
5 000 per year. This cutback is
“Our answer to this was
because of labour unrest and
to acquire a leveling machine
the subsequent disinvestment
which is situated alongside the
in South Africa,” explained
punching machine. We are one
Rasmussen.
of a handful of companies in
“The screens are supplied
South Africa that has this type
On the machining side Davox has a Doosan CNC milling machine
to our client who will roll them
of machine and it does give us
and then weld them and then
an advantage because we can
supply them to their client. There are seven different versions
supply processed material that is level and completely flat.”
and the material is a stainless steel 904L. Each component
“Nowadays you do get a Trumpf machine that incorporates
has about 400 holes punched in them and this is all done on
an integrated flattening concept that eliminates the additional
our Trumpf TC 500R punching machine. We have adapted the
step to even out the material but at the time when we acquired
Trumpf machine’s software so that it allows us to do two
our machine this was not available. Besides it limits you to
components virtually simultaneously.”
work processed on the Trumpf machine unlike us where we
“Over the years we have learnt a few tricks so as to up our
have options.”
production output. When you consider the numbers we were
Rasmussen was trained as a fitter and turner at the Danish
producing we had to look at ways of improving our
Invention Centre in his native country of Denmark, completing
productivity levels without incurring extra capital expenditure
his studies in 1987. He then decided to see a bit of the
costs. It has worked for us and is one of many different tricks
‘university of life’ in South Africa before returning to Denmark
that we deploy in the shop.”
to tie up loose ends.
“The downside of the numbers dropping is that pricing of
“I fell in love with the country and decided to make it my
the material changes. A minimum order for the type of material
home. After bouncing around for several years in Cape Town,
that we process is a 20 ton coil. It still arrives slit and
I was offered a position by Retecon Machine Tools but had
cut-to-length but we are not processing anywhere near this
to move to Johannesburg. This was in the early 1990s and
tonnage.”
I spent 14 years with the company before leaving in 2008. I
“The final product is mainly used in the aftermarket on
was responsible for sales in the sheet metal division and at
trucks such as MAN and Volvo. The production of the catalytic
the time introduced a number of companies to their first laser
converters that were used on the new trucks and buses was
machine. Punches, presses, press brakes, all mainly from
moved to Europe and that cost about 450 jobs in the local
Trumpf, were my specialty and I got to know the machines
industry.”
very well which would help when I started my own


Processing sheet into different shapes
of screens is a speciality of Davox
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On the sheetmetal side Davox has perfected the manufacture
of special screens that are used in the food and grain processing environments,
as well as for a number of mining applications

July 2017

left: The company also has a Miyano 8 axis
CNC lathe with two turrets and live tooling

“We now regard
ourselves as an
industrial design and
manufacturing company.
We like to do R+D work
with our customers to
improve their products
and improve our
processes so that we
have a more productive
and profitable
manufacturing base.”
fabricating business.”
“The split from the partners or ‘business divorce’ was as
a result of the lack of foresight and will to grow the business.
I don’t want to grow the business at all costs but you have to
diversify not only the services that the business offers but also
the range of clients. We were too top heavy relying on three
clients and in hindsight I have been proven correct.”
“We now have a Mazak CNC lathe, a Doosan CNC milling
machine and a Miyano 8 axis CNC lathe with two turrets and
live tooling, besides the Trumpf punching machine and
Arku straightening/levelling machine.”
“Having this equipment at our disposal has been beneficial
for a number of reasons.”
“We now regard ourselves as an industrial design and
manufacturing company. We like to do R+D work with our
customers to improve their products and improve our
processes so that we have a more productive and profitable
manufacturing base.”
“Secondly we have been developing products that enhance

Davox manufactures screens for a client in the catalytic converter
industry: “Screens are supplied to our client who will roll them, and
then weld them and supply them to their client. There are seven
different versions and the material is a stainless steel 904L. Each
component has about 400 holes punched in them and this is all done
on our Trumpf TC 500R punching machine. We have adapted the
Trumpf machine’s software so that it allows us to do two
components virtually simultaneously.”
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the manufacturing process. Even though they are our own
products they are not aimed at the mass market but rather at
our clients and companies that have similar equipment to us
so that they can improve their processes.”
“I have many years of experience in the sheet metal
processing industry and have observed and thought about a
number of ways to improve production processes.”
“To help with the design of these products and improve
customer designs I have employed a design engineer. We use
SolidEdge as our proprietary software.”
Development of magnetic side stop for press brakes
“One product that we have developed is a magnetic side
stop that is used on press brakes. I was watching a video of a
customer who was demonstrating the bending of a long narrow
component on a new press brake that he had just purchased.
The operator was struggling to keep the component square to
the press die.”
“I thought that there has got to be an easier way of


Turning operations are done
on a Mazak CNC lathe

performing this operation
machining.”
and one that would be
“However, my
more accurate. It was the
business does not have all
beginning of the
the equipment that I would
development of our
like to have, for example
patented magnetic side
a laser or a press brake
stop.”
or a plasma cutter. For
“Because of the
this reason I have set up
unique design we decided
an informal ‘cluster’ with
to take out a design
other engineering
registration for South
companies whereby we are
Africa and for the
each others clients. I can’t
European Union, which
offer laser cutting or
was granted last year. We
bending services directly
are also implementing the
but have a cooperation
same for other areas in
agreement whereby I offer
the world, wherever there
my machining and
are manufacturers of
punching services in
Having a leveling and straightening machine on the shopfloor
press brakes.”
return because my
is an advantage to Davox
“We have up to now
provider does not have
supplied three of the leading press brake manufacturers in
this type of equipment.”
Europe and expect three more companies to order the side
“In other words we are outsourcing certain operations but
stops soon.”
at the same time we are optimising the utilisation of our
“At this stage we are only manufacturing one size of the
equipment. This gives each individual company’s clients a
product. The make up of the product consists of a machined
better service in terms of processes we offer and of course
aluminium block that is anodised. It incorporates magnets in
ultimately a better price. It is working well for our group and
the universal design and allows for branding with a
will continue in this fashion going forward.”
manufacturer’s or supplier’s logo. The cost of the product is
“Ultimately what we say is — work smarter not harder.”
not exorbitant and can be used as a marketing tool as every
press brake and press brake operator should have one of
Export development
these.”
“Although the company has always been regarded as a
“As is usual with a new product it does take convincing
local manufacturer processing metal for the local industry it
to accept it. However, now that we have been granted vendor
has become a bit frustrating in recent years with the
numbers at three of the leading press brake and other sheet
implementation of local rules and regulations, and I am
metal equipment manufacturers in Europe we expect an
particularly referring to the BBBEE regulations.”
increased interest in the product. You could say that this
“My company qualifies as a micro SMME but we still get
exercise has been a ‘door opener’ for us.”
ignored by the SOE and parastatal organisations because
“We are also working on further developments for this
we do not have any black shareholding. These governmental
product and others, all of them productivity related, and will be
organisations are forcing this issue on local companies now
revealing them in the near future.”
and would rather pay a premium for a product or import from
China. This attitude or policy is putting local manufacturers
Cooperation, development and outsourcing
under huge amounts of pressure and forcing us to look at
“We were able to do the development and testing of this
alternatives. Let’s not mention the cost to the taxpayer and
product because we are not just a service centre with forming
the devastating affect it is having on employment as it is only
and fabricating services. We have three CNC machines that
benefitting a few.”
are all metal shaping related and this product does involve
“We are now focusing on developing our network and

Product bundled and ready for delivery
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Davox have developed a magnetic side stop
for press brakes that is now being exported to OEM press brake
manufacturers in Europe

customers in Europe and
the USA. After a recent
visit to Germany and
Denmark late last year
we have had very serious
interest in our products.
We are now exporting to
Austria, Switzerland,
Spain, France, Finland,
Germany, Denmark and
the UK.”

“I have been in
South Africa for 30 years
now but still retain close
links with my country of
birth, Denmark. This is
evident by us using the
sleeping hero Holger
Danske in our logo.
Legend has it that, the
Viking warrior who never
died and sleeps in the
dark cellar of Kronborg
Castle at Elsinore,
Product mix
“Besides the products
Denmark — the setting
and components that I
of Shakespeare’s Hamlet
have mentioned we are
— will wake up and help
manufacturing a number
Denmark sort out the
of other components
problem with the aid of
Owner of Davox Stig Rasmussen
for our 20 odd clients.
his magical sword that
Diversification has been key to the company’s progress and we
helped him become invincible, if the country ever gets into
now have a mix of 65% sheetmetal type components and 35%
trouble.”
machining type components.”
“I believe that concentrating on little things leads
“On the sheetmetal side we have perfected the
to big success. Take our development of the magnetic
manufacture of special screens that are used in the food
side stop. The cycle time to produce components, whether
and grain processing environments, as well as for a number of
it is on a press brake or a machining center, is ever more
mining applications.”
demanding. The side stop, an inexpensive operating
“We are also manufacturing components that are used in
tool but an essential addition to press brake work, is
medical and military applications. These are very specialised
certainly going to help increase productivity and
components and do not entail large orders but are still an
accuracy.”
important part of our product mix.”
For further details contact Davox on TEL: 082 966 1662

METALWORKING NEWS

V 16. 3

July 2017

59

Making clear-cut decisions
at TWR Steel

I

t’s the question heard around the
steel service center world: What
metal cutting technology makes
the most sense? Unfortunately, the
answer to the question cannot be
covered in one simple statement.
The answer depends on the metal
being cut, the metal thickness,
how the customer defines a quality
cut, and how fast the job has to be
accomplished. With so many
variables when starting a new
business, an owner must
determine how he can best
compete in an established market
by being not only competitive on
price but able to give fast service
and quality products.
Although TWR Steel Services
was established with the
knowledge that its first customer
and shareholder had decided that
it wanted to have a dedicated
“The Messer high-definition plasma cutting machine has a table size of 16 x 3 metres
and is capable of cutting steel plates up to 45mm. What we have done differently is to add another
single supplier for steel for its
16 x 3 metres table to the system so that while the machine is cutting we can be unloading/loading
business as Africa’s largest
the other table. It certainly has raised our production output levels.”
manufacturer of a complete range
of concrete brick, block and paving
manufacturing machinery, concrete mixing and weigh batching
components that needed profiling, laser cutting, bending or
plants. Management was well aware that the scale of
rolling, or a combination, were outsourced at the time. The
economies for the new business to be profitable meant that
late delivery of the metal components would subsequently
the majority of business would have to come from the steel
have a knock-on effect, creating headaches in all departments.
value added market in addition to its base customer. Key
The result was that they had got into a position where they
to this stated vision was the ability to share existing
had resorted to overstocking so as to reduce the impact of
infrastructure and systems and ensure a seamless supply
delays for their customers. As we all know metal lying around
chain between the two businesses.
on the floor is costly,” explained Tony Windt, Managing
“My partners wanted to ensure that the components used
Director of TWR Steel Service Centre.
in the manufacture of their equipment would no longer put
“From the beginning we took a strategic decision to make
them under pressure because of poor service and late
use of technology as a key enabler. We also decided that we
delivery that they had been experiencing. Most of the
wanted to be a steel service centre that can take on small as

The Messer oxy-fuel machine is a four torch cutting machine
with a table size of 26 x 3 metres and is capable of cutting material
up to 300mm thick steel plate
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The Messer high-definition
plasma cutting machine

Tony and Clinton Windt

All sheet and plate is meticulously
marked and tracked

well as large and complex jobs to meet the market’s urgent
service delivery requirements.
“When we started we spent close to R30 million just on
equipment before we even cut our first component. This is a
big investment. But the driving force was that we had chosen
to get into a niche area. To stay ahead and prevent
competitors entering the space we had to offer the technology
that would enable us to offer a service that stood out amongst
the rest. We were aware that more and more shops were
getting into routine cutting and fabrication, which was a
growing business, but we were not prepared to be embroiled

in an area where you compete on price alone,” added
Windt.
“However, our main focus of the company then, and still is
today, is to ensure quality and speed of delivery as promised,
in addition to a stable pricing structure for clients.”
Background
“Before starting TWR Steel, my professional background
had been in the metal processing industry where I have
worked for over 38 years. I started my steel career at Wolhuter
Steel, in their cutting division Wolcut and joined Amsteel in 
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Components that have been cut by TWR Steel

1986. The company was subsequently purchased by the
Macsteel Group and spent the next 22 years in the
group.
“During my time with these and other companies I gained
a huge amount of experience in all aspects of operating a
business, not just in metal cutting. This experience has
culminated in the opportunity of creating a successful
business with my partners.”

TWR Steel offer beveling services as well

deliveries to them.”
“Trust is something that’s earned not only through hard
work, but also by delivering on your promises. People don’t
buy from companies — they buy from people. They don’t buy
from just any people — they buy from people they trust. You
have to build a relationship based on trust. It really is just that
simple.”
“Fortunately I have had this relationship with my

“Trust is something that’s earned not only through hard work, but also by
delivering on your promises. People don’t buy from companies — they buy from
people. They don’t buy from just any people — they buy from people they trust.
You have to build a relationship based on trust. It really is just that simple.”
“I even had to call on my construction and building
experience as we set up our 2 800m² manufacturing facility
with 570m² office space. Fortunately our partners had land
available next to their facility and, once the buildings were
completed and the equipment was installed and operating,
we could maximize our promise of shortened and consistent

A view of the TWR Steel metal processing factory
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partners from the beginning and as a result we have
managed to build and grow a successful business. We have
subsequently applied the same principle to every single
customer of ours. There is something to be said about
old-school values and business principles.”
TWR Steel is located in Graniet Street in Jet Park,

Sheet and plate is stored according
to size and type of metal



The Bystronic press brake

One of the two Bystronic CO2 lasers

Boksburg in an ideally centralized position. The company
offers its clients a full range of laser, high-definition plasma
and oxy-fuel cutting in addition to CNC rolling, CNC bending
and chamfering services. Since the business first went into
production in March 2012, TWR Steel employs 44 staff,
ranging across a broad spectrum of skills. According to
Windt every employee is also encouraged to multi-task
wherever possible.
“Modern technology has made Service centres, like us,
competitive and more efficient. We also encourage our staff to
take decisions without a huge preceding consultative process
and have a flat management structure to ensure direct
communication. They enjoy the responsibility and of course
if an employee is absent for some reason we have someone
readily available to complete their tasks. The skill of our
employees is important to us and makes the difference.
Again it is a trust and loyalty principle.”
Equipment
“As I have said from the beginning we wanted technology
to be a key enabler that could leverage us into a position of
strength. The benefits that are derived from using modern
technology are self-explanatory.”
“In the laser department we purchased a Bystronic 6
kilowatt machine that has bed size of 6.5 x 2.5 metres and a
Bystronic 4.4 kilowatt machine with a bed size 4 x 2 metres.
We are capable of cutting steel plates in thicknesses of up to
25mm, material dependent. The majority of the material that
we cut is carbon steel across all our processes but stainless

Staff at TWR Steel are encouraged
to multi-task
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steel and aluminium demand is on the increase.”
“At the moment we do not have a fiber laser because of
the present limitations in the range of Bystronic machines not
being able to cut plates wider than 2 metres.”
“The fiber excels at light gauge material, but for thick
plate, not so much — at least that was the common story. But
just within the past few years, the story is changing, just as I
did. I hate to admit it but I did not have any faith in laser
cutting when the technology was first introduced.”
Cutting continued
“About 25 years ago, when CO2 laser cutting was
introduced, people jumped onboard because they could get
better edge quality than they could with plasma and profile
cutting. With laser you have a near finished product and the
component can then be put into fabrication without
additional preparation. The high accuracy and clean cutting
finish achieved by a laser is a more expensive process,
however, not all components need the accuracy of a laser-cut.
In this case either plasma or oxyfuel can be used as they are
lower-cost processes.”
“In plate thicker than 25mm and up to 45mm the plasma
is the quickest process to cut most grades of material with
a very good finish. For plate thicker than 45mm and up to
300mm, we use the reliable oxyfuel process.
“Having both laser, plasma and oxyfuel cutting gives our
customers more choices. As with our lasers being supplied by
Bystronic we made a clear-cut decision to invest in one
manufacturer for our high-definition plasma and oxy-fuel


The second Bystronic CO2 laser

cutting machines being
This is sizeable growth
Messer Cutting
compared to the
Systems”
40/50 tons a month
“The high-definition
that we processed when
plasma cutting machine
we operated from
has a table size of
makeshift container
16 x 3 metres and is
offices while our offices
capable of cutting steel
were being completed in
plates up to 45mm.
2012.”
What we have done
“ Although we do
differently is to add
not offer design services,
another 16 x 3 metres
we use all the latest
table to the system so
processing, detailing
that while the machine
and billing software,
is cutting we can be
including SigmaNest
unloading/loading the
nesting software, and
other table. It certainly
solid works packages
has raised our production
which enables us to
Components that have been cut
output levels.”
receive and process
on the Bystronic laser
“The Messer
all electronic
oxy-fuel machine is a four torch cutting machine with a table
drawings from our customers.
size of 26 x 3 metres and is capable of cutting material up to
“A recent big achievement for us was being awarded our
300mm thick steel plate.”
ISO 9001:2008 certification in October 2016. We have to
On the bending side TWR Steel has a 250 ton
account for every piece of metal and this quality system has
Bystronic CNC press brake and has just recently added
helped us do so.”
another 250 ton press brake. Both are capable of bending
Tony Windt is ably assisted by his son Clinton, who spent
steel plates that are up to three meters in width.
11 years with Macsteel Trading, before joining TWR in 2012.

“A recent big achievement for us was being awarded our
ISO 9001:2008 certification in October 2016. We have to account for every piece
of metal and this quality system has helped us do so.”
The equipment compliment, besides the normal
engineering requirements, is completed with a Davi four-roll
pinch plate roller, with the ability of rolling 20mm mild steel
plate with widths of up to three metres.
“99 per cent of our cutting is between the 4.5 and
300mm thickness range and we are processing between
500 and 700 tons a month with capacity to spare.

“There are plans to expand the capacity in the near
future with the addition of a new fiber laser and
600 ton x 4 metres wide pressbrake. You have to keep
looking for opportunities to explore. That’s just part of
growing,” concluded Windt.
For further details contact TWR Steel on
TEL: 011 578 8880 or visit www.twrsteel.co.za

Davi four-roll pinch plate roller, with the ability of rolling 20mm mild steel plate
with widths of up to three metres
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Stainless steel components processed
by TWR Steel

Prima celebrates 80 years
in the foundry industry

History shows from minutes taken in the first recorded meeting that took place
on the 15th April 1937, that it was decided to register a company Prima Iron and Steel Foundry
and Engineering Works (Pty) Ltd. The decision was taken by two partners to start a steel foundry
to supply the growing mining industry in South Africa.

A

t this meeting it was also resolved to
place a deposit of £100 (one hundred
pounds) to secure Portion “J” of
Lot no. 2777, Benoni (South) Extention.
This was a significant move in that 80 years
later the company still operates from the
same location.
Although the company was to change its
name to Prima Industrial Holdings (Pty) Ltd at
a later stage, the family of the original
partners — third and fourth generation — are
still involved in running the company today.
The two partners in the venture were
Alexander Dingwall and William Price. At the
time of forming the company they were both
over the age of 60 and going into retirement.

Turning of the first sod in 1937. Les Price, Alex Dingwall
and William Price with Saul, one of Prima’s first employees

Prima staff in 1938

Managing Director William Price and Chairman Keith Price

Alex and William were brought together by their
respective children Mary Dingwall and Les Price who had
become engaged to be married.
The name “Prima” was derived from the joining together of
the names Price and Mary.
Alex Dingwall was a blacksmith who learnt his trade in the
ship-building yards of Newcastle, UK. He came out to South
Africa in 1897 and travelled to Johannesburg to work on the
gold mines. He studied further and was the first blacksmith
to get his government certificate of competency in 1919
(Certificate No.74).
William Price was a moulder at the Paentaeg foundry in
Pontypool, Wales. He was brought out to South Africa in 1915
by the industrialist Sammy Marks to work at a steel
manufacturing company called USCO (Union Steel Corporation)
in Vereeniging, Gauteng, which would be renamed Iscor
Vereeniging Works when Iscor acquired the company. The
USCO steel works was the first steel manufacturing plant to be
built in South Africa.
The first mention of William’s son Les Price (late father of
current Chairman Keith Price) was in the minutes taken at the
second meeting of the directors. Les, who was educated at
King Edward VII school in Johannesburg, learnt his trade as a
steel smelter / metallurgist at USCO. Mary Dingwall (Les’ wife)
started with the company from the beginning as the
secretary-cum-office clerk.
In the early history of the company it is highlighted that the
company always regarded securing the services of a
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young patternmaker
market with its
by the name of Stan
product being highly
Jane in 1938, as
sought after and
very fortuitous. Stan
accepted
Jane and Les Price
internationally.
had worked together
In the
previously and were
accolade
good friends. Stan
department
stayed with the
Prima won the
company until his
State President’s
death in 1985 and
Export Award for
was instrumental in
Manufacturing
the development of
in 1987 and was
Prima.
a finalist in the
Stan Jane was
Gauteng Chamber of
known as a
Commerce’s Exporter
stalwart of the
of the Year Award in
foundry industry in
2006.
South Africa
Being an active
having been a
player in the
Mould preparation
founding member
international market,
of the South African
Prima soon realised
Institute of Foundrymen and subsequently becoming President
the importance of the global economy and how important it is
of the Institute.
to be a progressive and competitive role-player in this market.
Prima was started on five acres of ground — today known
Subsequent decisions by the current directors would enhance
as Lincoln Road, Industrial Sites, Benoni — with one two ton
this fact even more.
electric arc furnace. Production started in 1938, producing on
18 years ago Prima took a conscious decision to
average 50 tons of castings a month.
modernise and upgrade its plant to international standards to
In 1948 Prima purchased an additional 1.6 hectares of
protect its local and export markets. Like most industries the
ground and started a second foundry to manufacture wheels
company had fallen behind in this area of the business, during
for the underground transport in the gold mines, in
the isolation years.
partnership with Robert Hudson Engineering. This foundry
The first step management took was to modernise the
would subsequently be referred to within the company as the
company’s four electric arc furnaces to top loading with the
AD Foundry — the initials of founder Alex Dingwall.
latest electronic control systems.
In 1951, due to certain tax laws that were introduced after
Subsequently the company’s heat-treatment operation, a
the war that had a direct effect on shareholders of private
critical part of any foundry, was completely rebuilt with
companies, the directors were advised to list the company
state-of-the-art top-hat furnaces, handling equipment and
on the Johannesburg Stock Exchange. Prima was listed from
water quenching facilities resulting in a highly automated
1951 to 1980 during which time it featured ten times in the
core-shop being built and equipped to supply the automatic
Sunday Times Top 100 companies and was placed second in
moulding lines with high quality cores.
1973. In 1980 the directors decided it would be beneficial to
In 2001 the first Foundry Automation automatic moulding
de-list and buy back the shares of the company.
line was installed and commissioned, replacing seven
While listed on the JSE in 1964 the directors of Prima
manually operated moulding machines.
decided to acquire the shareholding of Robert Hudson
In 2003 Prima was fortunate enough to secure a further
Engineering and as a result took over control of the second
1.6 hectares of ground adjoining its existing factory and plans
foundry.
were drawn up for the commissioning of a third foundry.
In 1978 Prima entered the export market and over the past
This third foundry, which is known as the resin / heavy bay
40 years the company has built up a secure international
foundry, was commisioned in 2008 and uses chemically


A spectacular view of one
of the arc furnaces
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A metal pour in one of the three
foundries at Prima

The Foundry Automation automatic moulding line

The heat treatment and quenching department

bonded sand for moulding. As a result Prima are now able to
treatment facility. This coincided with the company taking a
manufacture castings up to 11 tons, whereas previously the
strategic decision to concentrate on manufacturing wear parts
foundry was only able to cast up to two tons maximum per
such as crusher spares and mill liners for the OEMs, castings
casting.
that were already a big part of the foundries production.
The new foundry also increased Prima’s capacity from
However, more emphasis was given to accommodate larger
900 tons to 1 300 tons of finished low alloy and manganese
size castings and the export markets. The traditional South
steel castings per month making it one of the largest foundries
African market for mill liners was up to 300 kilograms but
in the country manufacturing wear parts.
internationally OEM requirements were for much larger
Prior to the commissioning of the third foundry in 2004 the
castings. The company had to adjust accordingly and had to
company installed a second automatic moulding line that is
account for aspects such as melt capacity, crane capabilities,
capable of producing a green sand mould with box
box size and machining capabilities.
dimensions of 2 300 by 1 750 by 700mm every 10 minutes.
With more than 30% of production requiring machining,
At the time of installation the line was the largest mechanised
including the bigger size castings that the company was now
green sand moulding line in the country, capable of producing
manufacturing, the machine shop was limited in that it could
a mould every 10 minutes.
only accommodate castings up
In 2006 further capital
to three metres in diameter on
expenditure saw Prima
its boring mills. The solution
purchase a model 815 power
was to purchase a further
hammer making it possible for
three boring mills but now with
the foundry to convert even its
four metre tables.
largest castings to a knock off
In 2010 the company
system. This dramatically sped
looked at costs in the sand
up the fettling process in the
department and as a result
foundry and resulted in better
installed a 14 ton an hour GUT
quality castings and improved
sand reclamation plant. This
A panoramic view of the pattern shop
deliveries.
installation helped with
Also in 2006 Prima built
reducing the company’s energy
a complete new pattern
costs and consumption of
shop and invested in a Haas
sand. The same year the
Automation gantry router with
company also installed an
a table size of 3 700 by
electric arc furnace.
1 800mm to manufacture
2011 was a sad year for
wooden patterns using the
the company with the untimely
latest technology available.
passing of Technical Director
The investment made it
Alec Price, brother of Keith, at
necessary for Prima to upgrade
the early age of 68. Alec had
its drawing office by
been with the company since
purchasing an Autodesk
January 1963 and, with
Inventor 3-D Drawing software
brother Keith was the third
package to facilitate design of
generation of the original
patterns. The company also
owners. Together they took
purchased the Edgecam
over the running of the
In order to improve the process in the fettling department Prima
operating system software for
company from their father
purchased a power hammer, a pneumatic impact hammer used
running its CNC machines in
Les in 1980.
to knock off ingates and feeders from the casting. This has greatly
the machine shop. Prima has
A period of consolidation
improved the quality of the finished casting as the heat normally
over 4 000 patterns housed in
followed with the company
associated with flame cutting, the old method used for cutting off
its pattern stores.
rather investing in its
the ingates and feeders, will be eliminated. With no heat being used
2008 saw a further
processes, people and sales
in this process, there are no heat affected zones with structural
changes, and no thermally induced stresses
modernisation of the heat
efforts. The drive has led to
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Moulding and core preparation

the company now supplying clients in the USA, UK, Australasia,
Europe and several African countries.
During this period a shopfloor ERP management system
from Synchro ERP was implemented in the three foundries
within the company and ISO 9001:2008 certification was
awarded in September 2015. The company was reawarded the
certification one year later. Currently the company is enhancing
its tracking capabilities with the installation of a bar coded
system to optimise production and supply chain planning.
The company has also being preparing for a fourth
generation Price family member to take over the running of
the company. William Price who has been with the company

In 2006 Prima built a completely new pattern shop
and invested in a Haas Automation gantry router with a table size
of 3 700 by 1 800mm to manufacture wooden patterns
using the latest technology available

since 2005 was appointed Managing Director of the family
owned business in 2016. William takes over from his father
Keith, who is now the Chairman.
Today’s chemically bonded sand metalcasting facilities are
under increasing pressure to reduce costs and their impact on
the environment, while improving and maintaining casting
quality. One of the ways to meet these requirements is to
invest in a sand plant and this is what Prima did in 2015.
Installed in the heavy bay foundry is a primary and secondary
attrition plant that consisted of an Omega primary attrition
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The pattern storage area

unit and an Omega USR secondary plant that includes a flash
cooler, a cooler classifier, a serrate magnet, hoppers and
pneumatic conveying equipment.
In parallel the company looked at its measurement
capabilities with a keen eye to incorporate 3D measurement
of trial castings and for proofing of patterns. With accuracy
as its criteria the company settled on a Creaform portable
HandyScan 700. The hand-held scanner offers Prima an
effective and reliable way to acquire 3D measurements of
physical objects with an accuracy of up to 0.030mm, a
resolution of up to 0.050mm, real-time visualisation and
reverse engineering capabilities. The HandyScan also reduces
the mental fatigue of the engineer, who would have previously
relied on traditional methods, or worse, been forced to model a
component from memory.
These investments have signalled the beginning of another
investment phase in the company. Prima are soon to begin
revamping the original foundry where an upgraded fast-loop

In the heat treatment
department at Prima
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Prima now incorporates 3D measurement of trial castings
and for proofing of patterns. With accuracy as its criteria the
company settled on a Creaform portable HandyScan 700.
The hand-held scanner offers Prima an effective and reliable way
to acquire 3D measurements of physical objects with an
accuracy of up to 0.030mm, a resolution of up to 0.050mm,
real-time visualisation and reverse engineering capabilities

moulding line is planned. Included in the plans is that the
foundry will be converted from a green sand to a no-bake
foundry and a mechanised cooling bay and a 60 ton an hour
mixer will be installed.
Creative thinking and attention to detail also forms an
integral part of the young management team at Prima.
This was demonstrated recently when the company had to
manufacture a bowl and mantle for their US client Optimum
Crush. The castings are destined for use on a cone crusher
in the Canadian gold mining industry. The bowl has a final
weight of 10.7 tons and the mantle is 11.1 tons once
cast fettled and finished. Previously the largest casting
Prima had manufactured was in the region of 8.5 tons.
To take on this project has been a great test for the
company and required
meticulous planning and
team work, from the
engineering department to
the foundry, quality,
fettling and machining
departments.

A large pattern in the process
of being manufactured

July 2017

Transfer bogey system
One of the main
constraints the company
had for this project was
that it did not have the
melt capacity, or so they
thought, on site. After the
disappointment of nearly
acquiring an arc furnace
to alleviate this problem
they had to come up with
an alternative. This is
when Greg Mac Rae, the
company Quality Manager,
suggested that the
company fabricate and
install a transfer bogey
system so that they could
easily transfer molten metal
from the small component
foundry to the heavy bay
foundry and pour

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

simultaneously. The melt capacity of the smaller furnace is
4.5 tons and added to Prima’s main furnace of 12 tons it
gave the company enough molten metal to accommodate
the larger size castings.
The system is very simple in design but it has saved the
company a sizeable amount of costs. They also built rails of
approximately 30 metres in length to bridge the gap between
the two foundries and a mechanised transfer bogey to
transport the ladle from the smaller foundry. Prima also
installed a six metre launder to aid the pouring
process.

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

The castings
Bulk material processing and handling systems are an
integral operation in the mining industry. Crushing
technologies for bulk processing applications require
components to be cast of high-grade steel and to be
recognised for rugged structural integrity. Prima has made
this area of industry its core business and is supplying
services and products of the highest quality to the world’s
mining, crushing and extractive industries, producing
chrome/moly, manganese and low alloy steel castings.
These include mill liners for rotary milling, bowl liners
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30% of production at Prima requires
machining. The company has a number of boring
mills with table sizes up to four metres

One of the melting stations at Prima

Being an active player in the international market, Prima soon
realised the importance of the global economy and how important it is to be
a progressive and competitive role-player in this market
and mantles for gyratory crushers, jaw liners for jaw crushers,
blow bars for impact crushers, segments for two roll coal
crushers, wear parts for underground scrapers and metal
shredder machines.
The foundry site covers a total area of 35 000m² and
consists of three foundries employing approximately
320 people and producing over 1 000 tons of finished
castings per month, ranging in mass of between 20 and

Inside one of the
three foundries at Prima
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11 000 kilograms.
Other facilities include a fully equipped laboratory using a
computerised emission spectrograph to ensure that the
highest quality and standards are met and maintained and a
large, well-equipped machining facility to supply finished
components ready for installation.
For further details contact Prima Industrial Holdings on
TEL: 011 421 6911 or visit www.primafoundry.com
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The right material in the right place
Lightweight construction solutions made from a smart mix of materials.

T

he automotive industry is under enormous
pressure. It will have to drastically reduce vehicle
emissions in order to meet the low CO2 limits
set by the EU. In addition to more efficient motors,
this goal will primarily be achieved by reducing vehicle
weight — so lightweight construction is the order of
the day. The need to make lighter bodies has led to
the development of composites, primarily carbon fiber
reinforced plastics (CFRP), which have enjoyed rapid
and very successful progress over the last few years.
Although much lighter than metals, the materials are
still very strong.
The body of BMW’s i3 is made entirely from CFRP.
Like the Audi A8, whose body is nearly 100 per cent
aluminium, this example shows what technology is
capable of. But just as the A8 has not caused steel to
disappear from car bodies, there is no prospect of all
cars being made from CFRP in the future. The
experience gained from earlier developments suggests that, in
the future, there will be an effective mixture of materials such
as CFRP, plastics, steel, aluminium and magnesium. Hybrid
lightweight construction will shape the future of cars. These
developments will also benefit other sectors, such as the
aerospace industry and electrical engineering.
“There will be increased competition between materials
and material combinations, but I do not foresee one replacing
the other,” says Marc Kirchhoff from sector management for
lightweight design and electromobility at Trumpf Laser- und
Systemtechnik GmbH.
“After all it was the steel sector itself that began searching
for lightweight solutions after the development of the Audi A8.
Tailored blanks — tailor-made sheets of various shapes, thicknesses, and strengths that are now used in cars regularly —
were one result. Even the development of high-strength steels
is the result of the competition between materials.”
Kirchhoff expects this development to be repeated now that
plastics and hybrid components are entering the running.
“Steel manufacturers will try to develop even higherstrength steels, and aluminium manufacturers are doing the
same. The competition between the various materials is
pushing everyone to achieve more. No technology has yet
fallen behind,” says Kirchhoff with conviction.
The B-pillar as a textbook example
As the side connection between the vehicle floor and roof,
the B-pillar must be extremely strong and meet very stringent
crash requirements. This sophisticated component is still made
from relatively thick steel in most cars, but competition from
other materials is growing.
“I can certainly imagine it being made from fiber
reinforced plastic in future. As well as its high strength-to-weight
ratio, the key advantage of a fiber reinforced structure is its
high energy absorption in the event of a crash,” says Nicolas
Beyl, Managing Director of Reaction Process Machinery at
KraussMaffei Technologies GmbH.
Increasing safety for the vehicle’s occupants has always
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been a huge goal for designers, who now have various ways to
make this happen.
“Developments are under way to select materials
appropriate for the loads along the B-pillar. Combinations
of steel, high-strength steels and plastics will be used here.
Such a B-pillar offers the highest possible level of safety and
is also much lighter than a purely steel construction,” explains
Kirchhoff. The well-known B-pillar thus sets the tone for a
development that is found throughout the vehicle. In the future,
engineers will consider which material is best suited for each
individual application: CFRP, glass fiber reinforced plastics,
aluminum or steel.
Another parallel to the Audi A8 from the 1990s is this:
Although bodies made completely from aluminium did not
become standard in all vehicle classes, more and more parts
of the hood, fenders and sometimes even doors are now made
from aluminium. In the same way, the BMW i3 will trigger
greater use of composites in cars.
“Areas of the car in which fiber reinforced plastics dominate
will establish themselves, while aluminium or steel will
dominate in other areas,” says Beyl.
The challenge of bonding technology
The key to the future mix of materials is bonding
technology. There have long been established joining methods
for components made from the same material. Steel sheets,
for example, are welded together. However, different materials
cannot be bonded using the usual approach, which is also why
the passenger compartment of the BMW i3 is made completely
from CFRP. Using this new material in a product ready for
production was a challenge enough to begin with, so little effort
was made to solve the issues relating to bonding one material
with another. A fiber composite cannot be welded with a sheet
structure, which is why processes for adhesion, rivet or screw
attachment were developed.
One tool for hybrid bonds is the laser.
“This provides many options for processing various materials,
such as cutting, texturing and much more,” says Kirchhoff.

Bonding technology is one of the central topics being
discussed by the VDMA Hybrid Lightweight Technologies
working group. This platform makes it easier to exchange
experiences and improve the connection between end users,
suppliers and mechanical engineering companies. The goal is
to develop a mix of technologies in joining technology for the
material mix of hybrid lightweight construction.
“Since we in the working group represent the complete
spectrum, it is easier to identify the requirements of the
market. After all, the goal is to make the very best of things and
examine everything without blinders,” says Peter Egger, Head
of the Technology Centre for Lightweight Composites at the
injection moulding company Engel Austria and chair of the new
working group.
Mix of materials to shape the car of the future
As a specialist in forming technology, the press
manufacturer Schuler has a good overview of which materials
are gaining traction in vehicle production.
“We are seeing rapid growth in hot forming at the moment.
There are now more than 300 plants worldwide, and the trend
is continuing. Composites are still a minor player in comparison,
but their importance is growing. Now we see all vehicle
companies dabbling in them,” says Lothar Gräbener, Director of
Sales in the Hydraulics, Sheet Metal Forming and Lightweight
Construction division at Schuler.
Even the steel industry is making moves towards lightweight construction. For example, the industry has developed
hot-stamped high-strength steels in an effort to reduce weight.
Here, a particular steel alloy is heated to a high temperature
before being fed to the forming press, where the steel is then

allowed to cool. This causes a structural transformation that
makes the material significantly stronger. As a result, thinner,
and thus less material can be used for the same application.
“We believe that there will be more and more multi-material
vehicles in the automotive sector,” says Gräbener.
New high-strength steels will be incorporated, as will
aluminium and magnesium, not to mention the pure plastics
and composites.
“There are many new developments here. As well as carbon
and glass fibers, natural fibers such as rapeseed are already
being used. The race between materials continues,” says the
expert on presses.
There is no way the automotive industry can avoid lightweight construction — and not just because it has to meet
the political targets for emission reduction. Lightweight
construction is essential in the development of electric cars,
because the substantial weight of the batteries has to be offset
by weight reductions in other areas.
“We will therefore be seeing ever more lightweight
applications. This is not limited to fiber composites, but
can also be lightweight metal structures. I foresee a bright
future for mixed structures that are able to implement this
kind of solution at a lower cost,” says Matthias Graf, Head
of Technology and Business Development — Business Unit
Composites at Dieffenbacher GmbH.
This overview of lightweight construction focuses on hybrid
lightweight construction, the primary aim of which is to usefully
combine composites with aluminium, steel and other
materials. Hybridisation is one of the key topics at Composites
Europe.
For further details visit http://lightweight.vdma.org
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Turkey: The engine driving its international
competitiveness in the automotive industry

T

urkey is a transcontinental country bordering
South-eastern Europe and South-western Asia with the
majority of the country located in the latter. It has a
population of 79.4 million people. Turkey’s economy is the
17th largest economy in the world, with a Gross Domestic
Product (GDP) of $799.54 billion. It is viewed as a mixed
economy in which there is a growing private sector combined
with centralised economic planning and government
regulation. Notable industries in Turkey include a sizeable
automotive industry, shipbuilding and agriculture. Other key
sectors of the Turkish economy are banking, construction,
home appliances, electronics, textiles, oil refining,
petrochemical products, food, mining, iron and steel, and the
machine industry.
The current sizeable automotive industry dates back
fifty years and developed on the basis of a broader strategy
of industrialising through import substitution. This strategy
focused specifically on the production of LCVs. Over the past
10 years the industry has experienced strong growth on the
back of the establishment of thirteen OEMs producing over
one million vehicles and a component industry consisting of
more than five hundred entities. The successes of the
automotive industry in this country were largely based on
major investments and incentives which encouraged the
formation of the Customs Union with the European Union,

Interesting Fact: Volkswagen is considered to be the
single most popular vehicle brand in Turkey, despite the
OEM not having any production or assembly facilities in the
country.
A bilateral customs agreement with the EU means that
Turkey provides low levels of tariff protection for domestic
producers. Duties vary across the various vehicle types;
however, zero duties are applicable on almost all products
sourced from the EU (which account for the majority of the
imports). Based on this a company such as Volkswagen
(which has no production facilities in Turkey) can supply into
the market on a duty-free-basis provided these vehicles are
sourced from its EU facilities. Also based on this, it is evident
that the domestic market experiences import pressures in
both passenger and light commercial vehicle segments.
Investment incentives
Turkey’s Investment Incentive Scheme is designed to
specifically encourage investments, in an effort to reduce
the dependency on the importing of specific goods. Some of
the primary objectives include a reduction in current account
deficit, increase investment support in regions that are not
as developed, increase in the level of support instruments,
promote clustering activities and support investments that will
create knowledge transfer. A review on the current Investment

Turkey’s Investment Incentive Scheme is designed to
specifically encourage investments, in an effort to reduce the dependency
on the importing of specific goods
deemed necessary to move an outdated industry in to one
that set to be internationally competitive, as well as research
and development (R&D) leading to the upgrading of the level
of technology in the industry.
Turkey now participates in design and product
development related to global model developments. These
notable success factors have led to a further expansion of
investments by existing multinational manufactures and have
resulted in Turkey becoming the 17th largest automotive
producer worldwide. In this regard, Turkey accounts for 1.3%
of global production (growing at 4% in 2014) and exports
between 60% and 70% of vehicles produced. Available
production capacity is 1.7 million vehicles; however, this is
unlikely to be fully utilised due to socio-political challenges
presently impacting on the performance of the Turkish
economy.
Turkey’s current sizeable automotive industry dates back
fifty years and developed on the basis of a broader strategy
of import substitution industrialisation. This strategy focused
specifically on the production of light commercial vehicles.
Over the past 10 years the industry has experienced strong
growth on the back of the establishment of 13 OEMs
producing over one million vehicles and a component industry
comprising more than 500 suppliers.
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Incentive System resulted in a focus on four categories that
would be supported, these include The General Investment
Scheme, The Regional Investment Scheme, The Larger Scale
Investment Scheme, and The Strategic Investment Scheme.
In the automotive industry the nature and the level of
incentive support is determined in accordance with the
regional incentive package, irrespective of their geographic
location and as a result of priority investments into “engine,
engine parts, drivetrain components and electronics”
(Ministry of Economy, KPMG 2014). Policy and investment
support in Turkey have resulted in firms benefiting in the
following ways: being exempt from VAT (18%) and customs
duties for machinery and equipment, as well as decreased
corporate tax calculated at 80% and recued until total value
reaches the 40% contribution level of total investment. In
addition, the Ministry covers employer’s social security
premium support on additional employees hired as a result of
the investment up to a minimum industry wage (for seven to
10 years).
The incentive support programme does not have a
published termination date and material changes are not foreseen in the economic policy under the current administration.
http://ascci.co.za/wp-content/uploads/2016/12/ASCCIQuarterly-Newsletter-Q3-2016.pdf

Has Sandvik just turned turning
on its head?

In March 2017, Sandvik celebrated the 75th anniversary of the
establishment of its Coromant brand at the company’s facilities in
Sandviken, Sweden, complete with cake and all. There was even a
special present.

I

t was, however, not one that Sandvik received, but one it
presented to manufacturers that rely on turning operations,
writes James D. Sawyer, Editor in Chief at SME.
Revolutionary in concept — it might even be called radical
— the PrimeTurning methodology could very well turn turning on
its head.
Sandvik Coromant believes that PrimeTurning will be of
benefit to the automotive and aerospace industries, “where
there is a need to perform external turning operations in large
batch productions or where multiple setups and tool changes
are often required.”
Sandvik Coromant refers to PrimeTurning as an “alldirectional” turning solution that allows a single tool to perform
forward and backward cuts as well as facing and profiling
operations. The tool enters the workpiece at the chuck and
removes material as it travels toward the end of the component.
This permits a smaller entering angle, a higher lead angle
and affords the possibility of higher cutting parameters. Once
the tool reaches the end of the component, its course can be
reversed so that it then cuts in a conventional fashion.
PrimeTurning is intended for applications involving short
and compact components and components with tailstocks.
The bidirectional nature of the tool is an asset to increased
productivity. So, too, is the smaller entering angle, which allows
for increased feed rates. The small entering angle, as well as
the higher lead angle produce thinner, wider chips that spread
heat away from the nose radius, which helps extend tool life.
Longer tool life increases machine utilisation by reducing setup
time and lessening the number of times production must
be stopped for tool changes. Also, because cutting is
accomplished in the direction moving away from the shoulder,
there is virtually no risk of chip jamming.
Sandvik estimates that the Prime system could increase
turning productivity by more than 50%.

In fact, during the
methodology’s gestational
period Sandvik selected
120 customers who put PrimeTurning to use. In one case study
made during this trial period, the cutting speed and depth of
cut PrimeTurning delivered resulted in an 85% improvement
in productivity over a conventional turning system and a 125%
increase in tool life.
Rather than simply being a new tool design, PrimeTurning is
a comprehensive package of tools and software. It is supported
by 52 varieties of toolholders.
According to a Sandvik Coromant release “PrimeTurning
is initially supported by the introduction of two dedicated
CoroTurn Prime turning tools and the PrimeTurning code
generator, which supplies optimised programming codes and
techniques. CoroTurn Prime inserts have three edges/corners;
one for longitudinal turning, one for facing, and one for
profiling.” The edges/corners are intended to optimise edge
utilisation and give greater tool life.
The two initial tool offerings are Prime A designed for light
roughing, finishing and profiling; and Prime B designed
specifically for rough machining.
The company promises that there is more to come in the
way of the Prime methodology and hints that it may appear as
soon as the EMO trade fair in September.
Given that Coromant’s Product Management and
R&D group led by Camilia Engbrink numbers better than 500
employees, including more than 60 PhDs, it’s not surprising the
company would turn out a solution such as Prime. The
methodology came wholly from inside Sandvik rather than from
a customer request.
“We have a high rate of innovation,” said Engbrink, “We
push out 30–40 new patents every year and introduce six new
items every day of the year on average.”

Sandvik Coromant and PARC partner to advance digital manufacturing

S

andvik Coromant has signed a strategic
research agreement with PARC
(Palo Alto Research Center Incorporated),
a Xerox company, to strengthen its capabilities
in digital manufacturing.
PARC will provide Sandvik Coromant with a
footprint in Silicon Valley and expert resources
for research and development (R&D) of digital
manufacturing. Under the terms of the agreement, PARC will
also allocate resources to conduct R&D technologies
concerning digital manufacturing for Sandvik Coromant.
Sandvik Coromant will acquire all Intellectual Property (IP)
and technology related to PARC’s software for high-level process

planning and automated manufacturing cost estimation for
subtractive manufacturing.
Says Magnus Ekbäck, VP and head of
business development and digital machining
for Sandvik Coromant: “This partnership is a
natural step and in line with Sandvik Coromant’s
long-term strategy to develop attractive solutions
in the field of digital manufacturing and Industry 4.0.
With this cooperation, we will significantly strengthen our
capabilities within digital machining.”
The strategic research agreement will be overseen by a joint
steering committee that will have representatives from both
PARC and Sandvik Coromant.
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Harley-Davidson’s decision to build plant
in Thailand raises eyebrows

Harley said the Thai plant will not result in American job losses, arguing instead it will enable
them to grow their business using American-built parts.

H

arley-Davidson, the iconic
motorcycle brand hailed by
President Donald Trump for
keeping jobs in America, is building
a plant in Thailand, the company
confirmed on May 25, as it seeks
new buyers in Asia, and lower tariffs.
The factory — only the third
Harley has built outside the United
States — highlights the irresistible
draw of overseas plants for US
manufacturers, particularly as the
Trump administration castigates
regional free-trade agreements.
“We are expanding our presence in the Asia-Pacific market
by building an assembly facility in the Rayong Province in
Thailand,” said Harley-Davidson spokeswoman Katie Whitmore.
She declined to say how much the plant was worth but said
it would be up and running in late 2018.
The move comes after American bike brands were dealt a
blow by Trump’s decision to pull out of the 12-country Trans
Pacific Partnership (TPP) trade deal, which would have abolished
tariffs on their products across 40% of the worlds economy.
Trump argued TPP would hurt American industries and lead
to job losses.
During his election campaign he frequently held up
Wisconsin-based Harley as an example of an American
manufacturer that kept jobs and production inside US borders
and was harmed by such free-trade agreements.
But even Harley has found it hard to resist the lure of
overseas assembly lines — both to be geographically closer to
emerging markets and circumvent high tariffs that favour local
competitors.

It already has assembly plants
in Brazil and India that put together
bike kits made from parts from its
US factories. The Thai plant will do
the same.
Whitmore said high tariffs were
only part of the reason Harley
decided to build a plant in Thailand
but she added: “Our growth is
currently limited due to
uncompetitive retail prices.”
Thailand currently slaps around
a 60% import tariff on foreign
motorbikes.
A plant in Thailand will also allow Harley to take advantage
of tax breaks when exporting to nearby neighbours under trade
agreements struck by the 10-member Association of Southeast
Asian Nations (ASEAN).
It also reduces import distances to China, which is fast
emerging as a major market for foreign bike brands.
Harleys decision to open the Thai plant sparked an angry
backlash among US union workers.
“Managements decision to offshore production is a slap in
the face to the American worker and to hundreds of thousands
of Harley riders across the country,” the United Steelworkers
union said.
Harley has insisted the Thai plant will not result in American
job losses, arguing instead it will enable them to grow their
business using American-built parts.
“There is no intent to reduce Harley-Davidson US
manufacturing due to this expansion,” Whitmore said.
“Harley-Davidson US manufacturing will continue to supply
the US and certain other global markets,” she added.

Hexagon AB acquires FASys

H

exagon AB has completed its acquisition
of FASys Industrie-EDV-Systeme GmbH, a
German system integration specialist and
provider of software and hardware solutions for
production oriented tasks.
The firm says that FASys has an established
working relationship with the Hexagon owned
CAD/CAM specialist Vero Software, and the
acquisition enhances Hexagon Manufacturing
Intelligence’s solution offering in the production
areas of the manufacturing process.
Says Vero Software chief executive Steve
Sivitter: “In looking to expand our technology
portfolio beyond CAM, the acquisition of FASys is
a very important step. The company brings great
technology and a wealth of manufacturing experience to
Vero Software.”
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“We’ve been collaborating with FASys for
some years, so it’s exciting to help the team
there expand their global reach and provide
our existing customers with more technology to
improve productivity.”
Adds FASys general manager Michael
Gottschild: “We are extremely pleased to be
joining Hexagon. We know we are becoming
part of a company with a similar view on how
to boost our customers’ productivity, reduce
costs and improve quality. We will move forward
together with the expertise, knowledge and
resources necessary to deliver innovative
solutions at an even faster pace.”
Earlier this year it was also announced that
Hexagon was buying computer aided engineering software
developer MSC Software.

Is 3D printing safe?
A new study published in the Journal of Occupational and Environmental Hygiene explores
the potentially harmful VOCs found in the 3D printing process.

A

decrease in price and an increase in interest in threedimensional (3D) printers have resulted in more of them
in the workplace and in homes. However, questions are
surfacing about potential health effects of using this technology.
New research published in the Journal of Occupational
and Environmental Hygiene (JOEH) has found that common
filaments used in 3D printers can emit volatile organic
compounds (VOCs) during the printing process. According to
the US Environmental Protection Agency, excessive exposure
to VOCs can lead to eye, nose and throat irritation; headaches;
loss of coordination; and nausea.
In the abstract of the study, authors Szymon Wojtyła,
Piotr Klama, and Tomasz Baran noted: “Three-dimensional (3D)
printing is gaining popularity especially due to the fact that this
is a rapid prototyping and small-scale manufacturing
technology. Printers have numerous applications in various
industrial sectors, including electronics, medicine and medical
science, consumer products, aerospace and defense,
automotive industry, entertainment and education. The
discussed technology also known as additive manufacturing,
makes it faster and easier to produce complex objects with
intricate designs.”
Soon, they added, it will be affordable enough to have
every single home equipped with it. The fast development of
low-cost, desktop, 3D printers has made those devices widely

accessible for goods manufacturing at home. However, the
authors ask, is it safe?
They suggested that users “may belittle the effects or
influences of pollutants (organic compounds and ultrafine
particles) generated by the devices in question,” adding,
“Within the scope of this study, the authors attempt to
investigate thermal decomposition of the following commonly
used, commercially available thermoplastic filaments:
acrylonitrile-butadiene-styrene (ABS), polylactic acid (PLA),
polyethylene terephthalate (PET) and nylon.”
In the study, the authors tested the fused deposition
modeling (FDM) 3D printing process, the most common
process found in commercial 3D printers. FDM devices work by
heating filaments at various temperatures. The authors found
that acrylonitrile-butadiene-styrene (ABS), polylactic acid (PLA),
polyethylene terephthalate (PET) and nylon emit VOCs even at
temperatures below the printing temperature.
One way to control VOC emissions from 3D printers is
through photocatalytic filters, which use ultraviolet light to limit
exposures. The authors added that good practice for using 3D
printers includes adequate ventilation in the area where the
printer is being used. While printing in a large, well-ventilated
room is not a threat to the user, the use of a 3D printer in a
room with poor ventilation could lead to a hazardous increase
of VOCs in the air.

EU slaps China with new steel
anti-dumping duties

T

he European Union
imposed new anti-dumping
duties on steel products
from China on June 9, as it
broadens its campaign to protect
struggling steel manufacturers in
Europe.
The EU took the latest action
against China, which makes
more than half the worlds steel,
for allegedly flooding global
markets in violation of
international trade agreements.
The European Commission,
the EU executive, said it imposed
duties of up to 35.9% on Chinese hot-rolled flat steel used
in shipbuilding, gas containers, pressure vessels, tubes and
energy pipelines.
EU Trade Commissioner Cecilia Malmstroem said the
commission is trying to level the “playing field” with China and
stop the damage to European producers.
“We are continuing to act, when necessary, against unfair
trading conditions in the steel sector, and against foreign
dumping,” Malmstroem said.
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In January, the commission
slapped anti-dumping duties on
stainless steel tube and pipe
butt-welding fittings, which are
used to join steel pipes and
tubes.
They are commonly used in
industries such as food processing
and shipbuilding as well as
energy and construction.
The EU has had a series of
trade disputes with China, its
second-largest trading partner,
but is also seeking to resolve the
stand-off over steel with Beijing
through the OECD, the Paris-based group of developed
economies.
The commission said its investigation found that Chinese
industry benefits from preferential lending, tax rebates and
other financial help that allow for exports to the 28-nation bloc
at artificially low prices.
Brussels now has more than 100 trade defense measures
in place, 40 of them targeting unfair imports of steel products
of which 15 are Chinese.

Zuse Holding GmbH
acquires Hüller Hille

G

erman company Zuse Holding GmbH has acquired the
Hüller Hille assets of FFG Werke GmbH, including the
Diedesheim plant, Hüller Hille brand and products.
The new company Zuse Hüller Hille Werkzeugmaschinen
GmbH is to relocate to Mosbach, Germany, where the
Diedesheim plant is located, and will establish its first
development and manufacturing centre in Europe there.
Diedesheim’s plant, its 185 employees, 15 apprentices and
infrastructure will be retained. Additionally, Zuse has offered
permanent contracts of employment for all trainees graduating
this year.
Hüller Hille has been active for 70 years, becoming a
specialist for 4 and 5-axis machining centres. These machine
tools allow for flexible automation, high precision and high
quality production for various batch sizes. Since 2013,
Hüller Hille had been part of the Taiwanese Fair Friend Group.
Zuse boasts a proprietary machine series, partners and a
broad range of process engineering services and consultancy.
Hüller Hille technology fits perfectly into the Zuse portfolio, as
well as that of its partners and brands — among them KIWA
Japan, Kovosvit MAS and AIO Robotics.

The new look Zuse Hüller Hille machining center

Zuse Holding GmbH manufacture their own machines

The takeover does not affect customers. The current sales
and service processes will be maintained. Apart from the
established presence in the automotive business, the focus
will now be additionally on the aerospace, medical and energy
sectors.
Zuse and FFG have agreed on an extensive sales and
service cooperation, building on their respective strengths in
the global markets.
Says Ralph Christnacht, CEO and founder of Zuse:
“The acquisition of Hüller Hille and relocating our headquarters
to Diedesheim is an investment in our future in the German
market. The specialists at Hüller Hille provide a boost in
technology competence for us.”
Luigi Maniglio, COO at FFG Europe & Americas, adds:
“We were looking for the best owner for Hüller Hille in the
context of realigning our portfolio and footprint. Zuse has the
right approach and structure to develop the brand. Moreover,
we are glad to establish a close global cooperation, which will
be beneficial for both sides in various aspects.”

TaeguTec partners with MachiningCloud

A

sian metalworking giant TaeguTec has joined forces with
product data provider MachiningCloud to better assist
customers to quickly and effectively transform the way
they search for cutting tools.
As part of this partnership, which utilises the convenience
of cloud-based technology, end users will be able to quickly
optimise the way they gather information for their manufacturing
operations by effortlessly searching for the proper cutting tool
that best fits their cutting conditions, the firms say.
TaeguTec customers will also be able to increase
productivity and achieve greater accuracy by easily
downloading descriptive, usage and geometric information
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directly into their shop floor software, such as CAM, simulation,
and tool management systems.
Says Pierre-Francois Tavard, senior product manager for
MachiningCloud “We are excited to partner with TaeguTec. The
Apps ability to feed TaeguTec product data directly into their
customers shop software offers a tremendous benefit over
paper catalogues and websites that currently offer this type of
data which is then manually typed into the end users
software.”
“By utilising cloud technology and industry standards,
MachiningCloud is capable of serving up-to-date product data
to virtually any shop floor software or system.”

Robots support employment

R

obots support competitiveness and in turn employment,
research by the International Federation of Robotics (IFR)
suggests.
According to IFR president Joe Gemma, the “positive
impact” of robots on European competitiveness and
employment can be seen in Germany.
“The country’s automotive sector, for instance, holds the
top position for robot density in Europe — with about 1 150
industrial robots per 10 000 employees,” he explains. “As a
result of the ongoing trend to automate production,
employment in the German car industry rose by about 93 000
jobs to 813 000 during the period 2010 to 2015.”
In France, investment in machinery and equipment are also

accelerating at a faster pace than the overall economy, IFR
adds. An example is automotive where annual robot sales as a
whole increased by an average of 7% per year between 2010
and 2015. During the same period, the motor vehicle sector
ordered on average 6% more robots per year and the demand
from automotive parts suppliers increased by 9%.
In the UK, the development of robot installations in the
next few years depends on the question “if and when” planned
projects will be implemented, IFR says. Despite this, it can be
assumed that investments planned by domestic manufacturers
will most likely go ahead and that modernisation, as well as
a strengthening of their overall competitiveness, will continue
unabated, it adds.

MTC and ESA launch 3D printing
benchmarking centre

T

he European Space Agency (ESA) is to embrace
3D printing through a new UK-based ‘one-stop shop’ in
partnership with the Manufacturing Technology Centre
(MTC).
Coventry-based MTC will manage the new ESA Additive
Manufacturing Benchmarking Centre (AMBC), which will provide
a simple way for ESA projects and hi-tech companies to
investigate the potential of additive manufacturing for their
work.
The move will see the ESA call on the expertise of the MTC,
allowing prototype parts to be produced and then assessed in
terms of their suitability for specific applications.
Explains Torben Henriksen, head of ESA’s Mechanical
Department: “The ESA’s directorate of technology, engineering
and quality has called for the creation of a detailed roadmap
for the harnessing of 3D printing to the space sector.”
“We’ve been guided to set up this centre, with customers
and industrial partners questioning us about the best way to try
out 3D printing for the first time and test out the maturity of the
results.”
Adds Tommaso Ghidini, head of the ESA’s Materials and
Processes Section: “Having identified this requirement, we have
outsourced its operation to the MTC.”

A lightweight 3D-printed metal structure manufactured by the
Manufacturing Technology Centre. 3D printing — also known as
additive manufacturing — allows parts to be produced more
quickly and economically, with fewer design limits. ESA is
establishing a new ‘one-stop shop’ covering 3D printing for space
in partnership with MTC

ESAs new Additive Manufacturing Benchmarking Centre will
provide a simple and easy way for ESA projects and hi-tech
companies to investigate the potential of 3D printing for their work.
The move will see the ESA call on the expertise of the
Coventry-based MTC, which offers access to the latest
state-of-the-art 3D printing capabilities, allowing prototype parts
to be produced and then assessed in terms of their suitability for
specific applications

“We don’t want to compete with industry; instead the idea
is that ESA projects and interested companies can investigate
this new engineering world to the point where they will take a
decision to proceed further.”
Dr Dave Brackett, technology manager for additive
manufacturing at the MTC, believes ESA’s exploration of the
use of additive manufacturing will be beneficial for the
technology.
He says: “This is a brilliant opportunity to further the
advancement of the technology in one of the most testing and
dynamic application areas.”
“As the UK National Centre for Additive Manufacturing, we
are in a unique position to work with ESA as their AMBC and
provide the space sector with access to state-of-the-art
capability and understanding to support industrial exploitation.”
Europe’s Vega small launcher will be the first project to
make early use of the Centre.
METALWORKING NEWS

V 16. 3

July 2017

85

DMG MORI has called 2017

“the year of innovations for DMG MORI”
Company promises 18 world premières this year with eight launching at EMO 2017.

I

n reporting its best quarterly
order intake ever, GermanJapanese machine tool giant
DMG MORI has called 2017 “the
year of innovations for DMG MORI”
and is aiming to present 18 world
premières this year.
Eight of those will be unveiled
at the forthcoming biennial
EMO manufacturing technology
show to be held in Hanover this
September. These will take in
developments in the areas of
automation, digitisation (Industry
4.0) and additive manufacturing.
“Our goal for the future is to make it possible for every DMG
MORI machine to be equipped with automation. With innovative
software solutions, we are shaping the future for Industry 4.0.
We have already prepared our machine tools for digitisation in
recent years with CELOS, the app-based control and
operating software. With the founding of the start-up ISTOS, we
have expanded our digitisation expertise. DMG MORI is
specifically strengthening its future technologies in additive
manufacturing. With powder bed selective laser melting we are
now bringing the most important generative production
processes for metallic materials together under one roof. For

this purpose, we acquired 50.1%
of Realizer GmbH at the
beginning of the year. This
strategic acquisition is the perfect
complement to our advanced
technologies.”
On the business front, the
company reports that order intake
rose by 17% to €693.9 million in
the first quarter (previous year:
€591.6 million), the highest
quarterly value in the company’s
history. Adjusted for the effects
from the realignment — among
others, the changed sales and
service structure in Asia and America — it recorded growth of 24%.
Sales revenues reached €533.9 million, slightly below the
value in the previous year of €541.4 million. But adjusted for
effects of the realignment, sales revenues are 4% higher than
the comparable value of the previous year.
The company is forecasting €2.3 billion in order intake
and around €2.25 billion in sales revenues for its financial
year 2017/18. On 31 March 2017, the group employed 6 894
employees, including 278 trainees.
For more information contact Retecon Machine Tools on
TEL: 011 976 8600 or visit www.retecon.co.za

AMRC invents hybrid 3D printing
process ‘game-changer’

T

aerospace and automotive; where weight
he Design and Prototyping Group
of the Advanced Manufacturing
and size of components is critical or
Research Centre (AMRC) with Boeing
where components would benefit from
integrated data transfer and the
has developed a unique hybrid 3D printing
protection of sealed connective tracks.”
process that allows electrical, optical
“THREAD has potential to be
and structural elements to be introduced
throughout an additively manufactured
developed as an add-on technology for
component during the build process.
existing AM platforms and also
THREAD is a patent-pending process,
incorporated into next generation AM
technologies.”
which means components can now be
Chris Iveson, who is driving the
manufactured with in-built, continuous
UK Patent Application Number G1703137.8
commercialisation of the technology,
connectivity and additional functionality
passing through the X, Y and Z axes.
adds: “We see THREAD transforming the
The fully automated THREAD process is suited to a variety
functionality of additively manufactured components. Feedback
from our contacts in various industries indicates a real need for
of additive manufacturing (AM) platforms.
Says AMRC development engineer and AM specialist Mark
this capability, with new potential applications being discussed
daily. This is a great example of the AMRC using its unique
Cocking: “THREAD has scope to simultaneously add multiple
expertise to solve real industry problems.”
industry-recognised threads of differing materials into one
component, giving the component additional functions. This will
The AMRC are further developing the THREAD process and
open AM up to a greater variety of uses.
technology for various commercial markets.
For further details visit http://www.amrc.co.uk/news/the“The development of this process is a potential gamechanger. It could be used across many sectors such as medical,
amrc-invents-game-changing-hybrid-3d-printing-process
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Mazak to unveil full Industry 4.0 solution
at EMO 2017

Industry 4.0 will be placed at the centre of Yamazaki Mazak’s EMO 2017 stand
with the unveiling of the company’s iSmart factory concept along with 25 new machines,
including 15 making their world debuts.

T

he iSmart factory concept
using the company’s Industry 4.0
utilises Mazak’s Industry 4.0
infrastructure to display
infrastructure that enables
real-time production information.
machine users to make the vital
Taking centre stage in the
step-up from automated cell
Multi-Tasking zone is the latest
manufacturing to a completely
extension to Mazak’s flagship
connected Industry 4.0 factory of the
Integrex range. The Integrex i-500
future.
extends the capacity of the
Mazak’s iSmart Factory is centred
successful i series and features a
on three key pillars, namely Smooth
modular design concept, enabling
Technology, the new SmartBox,
customers to match the required
which provides faster data analysis
machine specification to their
with increased security; and the MT
application. The Integrex i-500
Connect standard communication
will be joined by another machine
Mazak-iSmart-Factory
protocol. All elements combine to
shown for the first time, the Integrex
facilitate the real-time sharing of
i-800V/8, which combines full
manufacturing data between the production floor and offices,
5-axis milling, powerful turning operations and pallet-changing
ultimately resulting in shorter lead times, reduced in-process
capabilities to quickly process large, highly complex parts, such
inventory and lower indirect labour expenses for manufacturers.
as jet engine components on a vertical platform. Both machines
Smooth Technology, incorporating the world’s fastest CNC
are making their world debuts at EMO 2017, and will be
and Smooth Process Support factory management software,
operating on Mazak’s SmoothX CNC, with stand visitors able to
sits at the heart of Mazak’s Industry 4.0 infrastructure, due to
witness the level of productivity that can stem from full
its ability to reduce machining by 30 per cent, connect entire
integration into the iSmart Factory concept.
machine shops and provide real-time monitoring and analysis
Mazak’s 5-axis zone will be centred on three exceptional
capability.
new machines. The new HCR-5000S, which is making its
In addition to the Smooth Process Support modules, such
world debut, is a compact high performance horizontal
as Smooth Scheduler and Smooth PMC, the CNC has also
machining centre ideally suited to the aerospace sector for the
been equipped with a number of new programmes that will
manufacture of small-size structural components. The machine
be launched at EMO 2017. The first is Mazak API (Application
is equipped with a high performance main spindle and is
Programming Interface) which enables non-Mazak software,
capable of ultra-fast acceleration with excellent jerk control, to
such as automation equipment, to be integrated into the full
deliver highly accurate finished parts.
suite of Smooth CNC’s. Alongside this is the new Smooth
Alongside, in the 5-axis zone, the Variaxis i-300 AWC is a
Spindle Analytics software, which provides instant spindle
compact automation solution developed from Mazak’s highly
vibration reporting and analysis.
successful VARIAXIS range combined with automation knowEfficient and secure data processing is made possible by
how from their Palletech solutions. The machine incorporates a
Mazak’s new SmartBox. Utilising Cisco’s FOG computing
gantry-box structure to deliver high accuracy and an
concept, the SmartBox effectively extends cloud computing
expandable tool magazine of up to 505 tools, making it ideal for
closer to where the data is produced. This enables sensitive
high mix, low volume production and lights out machining. The
data to be analysed and acted upon securely with optimal
5-axis zone also includes a brand new specialist die and mold
speed, with only selected data sent to the cloud for historical
machine, the UD-400/5X, which is capable of 42 000rpm,
analysis and long-term storage. Cybersecurity is maximised by a
1.0G acceleration and an ultra-high jerk rate.
state-of-the-art Cisco networking platform and Layer3 Managed
In the horizontal zone, amongst the stand out machines is
Switch, industrialised for the factory environment.
the HCN-5000, equipped with an MPP500 automation
The SmartBox can interface with any machine fitted with an
system. The 16 station MPP, which stands for Multi Pallet Pool,
MT Connect adaptor regardless of manufacturer, age or CNC
is designed to add automation to single machines. It features
type. Older legacy machines can also be connected to the
the Smooth MPP software application with advanced
SmartBox with the addition of Mazak’s new SensorBox.
scheduling functions, analysis of production results and system
The final pillar of Mazak’s iSmart Factory concept is the use
utilisation which can also be accessed remotely on PCs and
of the MT Connect standard communication protocol, which
smart phones. The space saving design occupies a smaller
allows the cross-communication of multiple different machines
footprint than the traditional Palletech system and is ideal for
in the factory or workshop, and enables machine information to
long periods of unmanned running.
be extracted in a standardised format.
One of the highlights in the turning zone will be Mazak’s
During the exhibition, each of Mazak’s 25 machines,
Quick Turn 250M. With an automated robot system, seamlessly
configured into six different machining zones, will be connected
integrated with Mazak’s SmoothG CNC, it enables complete
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control of the manufacturing cell from
the CNC, as well as real-time data
sharing and analysis with the wider
factory. The easy-to-programme
robot cell enables a flexible, high
productivity automated solution,
ideal for small to medium lot
sizes, suitable for a range of
applications.
In the vertical machining zone,
the highlight is the UK-produced
VCN-530C, which is equipped with a
newly designed 18 000rpm high-speed
spindle, ballscrew cooling on the X-, Y- and Z-axes and a high
capacity 40-tool magazine. The machine is specifically targeted
at the sub-contracting market.
Also in the vertical machining zone, is the VTC-760C.
Equipped with Siemens Sinumerik 828D control, machine
performance and data can still be analysed as part of Mazak’s
iSmart Factory concept through the use of MT Connect and
SmartBox.
The final highlight for visitors to the Mazak stand will be
a first European showing of its latest additive manufacturing
machine tool, the Variaxis j-600AM. It is the latest addition to
Mazak’s growing additive portfolio available to customers in the
European market, and the Variaxis j-600AM employs an
innovative Wire Arc-type metal deposition system to take the
additive process to an as yet unseen level of speed. It enables
manufacturers to quickly and easily grow part features, and
then employ the machine’s advanced 5-axis multi-surface

subtractive capabilities to produce
high-precision parts complete in single
setups. The Variaxis j-600AM also
benefits from a 12 000-rpm spindle
combined with a rotating B and
C axes trunnion table. It is well
suited for a wide variety of
applications, including the
production and repair of parts for
the aerospace and oil and gas
industries.
Richard Smith, European Group
Mazak-INTEGREX-i-800V
Managing Director at Yamazaki
Mazak commented: “At EMO 2017 Mazak is
demonstrating its clear leadership in developing a robust
infrastructure for the application of Industry 4.0. The iSmart
Factory concept, which combines Smooth Technology,
SmartBox and MT Connect will provide visitors with a vision of
the totally connected factory.”
He continued: “With 15 state-of-the-art machines making
their world debuts, our aim is to show that the connected
factory of the ‘future’ is here today. Ultimately, Industry 4.0 is
only going to become an evermore critical element of modern
manufacturing and Mazak is determined to ensure our
customers embrace the opportunity and realise the full
potential of their manufacturing capabilities. We are very much
looking forward to sharing these insights with our customers
from all over Europe at EMO 2017.”
For more information contact Hi-Tech Machine Tools on
TEL: 011 608 0088 or visit www.hitech.co.za
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Aerospace materials market

to be worth $25.80 billion by 2022

A

ccording to
“Aerospace
Materials Market
by Type (Aluminium
Alloys, Steel Alloys,
Titanium Alloys, Super
Alloys, and Composite
Materials), Aircraft Type
(Commercial Aircraft,
Business & General
Aviation, Helicopters), and
Region—Global Forecast
to 2022,” published by
MarketsandMarkets™,
the market is projected to
reach $25.80 billion by
2022, at a CAGR of
6.9 per cent from 2017
to 2022.
This growth is fueled
by the high demand for
passenger transportation,
which is expected to boost the aircraft production industry. This
will further drive the demand for aerospace materials required
for increasing aircraft production activities. The global demand
for aerospace materials in Asia-Pacific, Europe and North
America is growing because of high demand for aerospace
materials from aircraft parts manufacturers.
The business and general aviation segment is projected to
lead the aerospace materials market from 2017 to 2022.
This segment is the second-largest consumer of aerospace
materials after commercial and military aviation.
Asia-Pacific is projected to be the fastest-growing regional
aerospace materials market in terms of value, and it is expected
to lead the aerospace materials market during the forecast
period. Countries in this region, such as China, Japan and

India, are witnessing significant increase in the use of aerospace materials, attributed to the growing aerospace industry.
Japan and India are attracting investors to set up
production facilities because of the ease of availability of raw
materials and labour at a lower price. The increasing air traffic
and number of low-cost carriers in the region are expected to
lead to an increase in the demand for new aircraft in the region
during the forecast period. The aerospace materials market is
served by various companies that are actively adopting a
variety of strategies such as new product development,
acquisitions and joint ventures and partnerships to increase
their market shares.
For more information, visit www.marketsandmarkets.com/
market-reports/aerospace-materials-market-266342713.html

Exhibitor space for MACH 2018 selling fast
Over 75% of the exhibition’s space for MACH 2018 has been sold,
it has been announced.

F

ollowing on from the sold-out MACH 2016, MTA chief
James Selka said: “With new halls and extra space to sell,
we are seeing premium spots being snapped up by
exhibitors at a good rate, leaving us with a little under a quarter
of the show left to sell, which is a very encouraging sign for the
industry at this stage.”
“We’d encourage all companies wishing to book a stand
for MACH 2018 to act quickly to secure their space at the UK’s
premier manufacturing technologies showcase.”
MACH 2018 takes place at the NEC in Birmingham from
9 to 13 April next year.
It will take place on the atrium side of the NEC, in Halls 17,
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18, 19, 20, 6 and 7. This is the first move of the show since
relocating to the NEC when it opened in 1976. The new layout
is all on one level to enhance visitor and exhibitor experience.
Hot topics for discussion at the show will include
Industry 4.0 and the interconnectivity of machines, Additive
Manufacturing and cyber security.
James Fudge, MTA’s head of events, added: “We’re really
excited by the developments of the MACH sales process, we’ve
seen a lot of returning exhibitors increase the size of their
stands and commit to attending the show. MACH is the only
place to see a fully integrated picture of the UK manufacturing
industry.”

Global aluminium scrap recycling market
to grow 8 per cent through 2021

L

ondon-based Technavio has
released a report that projects
growth in the global aluminium
scrap recycling market to
32.12 million metric tons by 2021, at a
CAGR of nearly 8 per cent.
The report divides the market into
secondary smelting and downstream
segments, covering the APAC, Americas
and EMEA regions.
“APAC occupies the largest
segment of the aluminium scrap
recycling market, and is expected to show the fastest growth
rate over the forecast period,” said Kshama Upadhyay, a lead
analyst at Technavio for metals and minerals research.
APAC provides a significant number of opportunities for
the global aluminium scrap recycling market in the secondary
smelting segment. Countries such as Hong Kong, Thailand,
South Korea, Japan and Malaysia contribute greatly to the
secondary smelting capacity for aluminium globally.
Analysts forecast the aluminium scrap recycling market in
the Americas to reach 5.26 million metric tons by the end of
2017 because of the high volume of aluminium beverage can

recycling. A key factor in boosting
market growth is increased focus in
the US aluminium scrap recycling
industry on operations, including
recovering aluminium and aluminium
alloys from secondary smelting and
scrap and converting them into ingots
or billets.
“EMEA has witnessed a steady
increase in the demand for aluminium
scrap recycling supported by an
increase in colocation of facilities both
for primary aluminum and for its recycling,” said Upadhyay.
Currently, increased research in EMEA toward improving the
quality of aluminium scrap recycling is expected to fuel demand
for market growth in the region. Also, increased demand for
fuel-efficient and lightweight vehicles to reduce CO2 emissions
has increased the consumption of aluminium cast parts and
indirectly affected market growth.
For more information on the report, visit
www.technavio.com/report/global-aluminum-scrap-recyclingmarket?utm_source=discount&utm_medium=bw&utm_
campaign=businesswire
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EMO Hannover 2017 —

A window on the production operations of tomorrow
Take advantage of the Trade Fair Tours and Metalworking News offer.

P

ack your bag and get ready to attend this exciting B2B
event, EMO Hannover 2017 which exhibits a whole new
range of products ranging from that of turning machines,
drilling machines, boring machines, milling machines, flexible
manufacturing cells and systems, transfer machines, grinding
machines, tool grinding machines, planning, shaping, slotting
and broaching machines, gear cutting and finishing machines,
sawing and cutting off machines, screwing and threading
machines. With the exchange of industrial knowhow and
specialised networking events the highlights of the show, the
entire business community benefits from it.
Exhibitors come to EMO Hannover from all over the world
and from all segments of metalworking technology. With
approximately 60% of exhibitors from outside of Germany,
EMO Hannover is the world’s most international trade fair for
metalworking. Experts from the industry know and recognise
that fact — which is another reason why no other trade fair can
match the international character of EMO Hannover’s visiting
public.
“EMO Hannover 2017 will be the highlight of the year
for the metal-working sector,” according to Wilfried Schäfer,
executive director of VDW (the German Machine Tool Builders’
Association).
From 18 to 23 September 2017, the exhibition will once
again be the international meeting point for trade visitors
interested in production technology. Under the theme of
‘Connecting systems for intelligent production’, the focus will be
on networking and digitisation.
Numerous supporting events will round off EMO Hannovers
attractions
The EMO Hannover is not only the most important meeting
point for all protagonists in the metalworking sector,
manufacturers and users alike. It is also traditionally a forum
for innovations and trendsetters. “We shall be organising
numerous events designed to address and indeed progress
important technical and commercial issues in the world of
metalworking”, reports Wilfried Schäfer. They complement the
manufacturers range of exhibits, and communicate to visitors
a comprehensive picture of trends and issues themed around
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metalworking.
They are
exemplified by the
“Industry 4.0 Area”
with its presentation
forum addressing
multifarious aspects of
the motto embraced
by the EMO Hannover
2017: “Connecting
systems for intelligent production”,
the “India Day”, the
conference on the
topic of “Additive
Manufacturing”, the seminar on machine safety, or the special
show on “Aerospace Technology”. The picture is rounded off by
other activities themed around youth recruitment,
a match-making initiative, or a special stand featuring
international start-ups.
The VDW will shortly be publishing the provisional EMO
exhibitors’ directory under www.emo-hannover.de. So far,
around 2 000 exhibitors from 42 different countries have registered. That means that this year the event is well on the way
to topping the record figures achieved by the EMO Hannover in
2013. The major exhibitors in 2017 include DMG Mori, Mazak,
Fanuc, FFG, Grob, Doosan, Okuma, Makino and Siemens.
“The complete EMO exhibitors directory reads like a Whos
Who of international production technology manufacturers,”
says Wilfried Schäfer.
Trade Fair Tours and Metalworking News tour to EMO
Hannover 2017
Trade Fair Tours, a specialist travel agency for trade fairs
internationally, have put together a very reasonable tour
package to visit this exhibition. The tour includes return airfare
Johannesburg/Hannover, airport taxes, airport/hotel transfer,
accommodation, full breakfast daily and medical and travel
insurance.
NB If you would prefer to book your own flight please do so
and then come and stay with your fellow South
Africans at the Andor Hotel Plaza. Trade Fair
Tours has booked many groups into this hotel
before and has had no complaints. The hotel
is centrally situated in the Hannover town and
has easy access for transport to the exhibition
grounds — less than 400 metres to the U-Bahn.
You will have the opportunity to network with
like-minded South Africans and share your
experiences.
Accommodation costs in Hannover during an
international exhibition such as EMO are costly.
Trade Fair Tours has secured a number of rooms
at reasonable prices.
For a booking form contact Trade Fair Tours
on email peter@tradefairtours.com or visit
www.tradefairtours.com

PRODUCT

REVIEW

B-axis turning cycle

among Edgecam’s 2017 R2 updates

B-axis contouring turn

Fixture components measurement

T

he latest release of the Edgecam software introduces
a turning cycle that includes B-axis movements while
machining on a turning center. This new feature in
Edgecam 2017 R2 allows greater accessibility when machining
complex profiles by dynamically positioning the insert,
according to the company.
The toolholder is gouge-protected during deployment,
and the user can have additional control over the toolpath
by deploying over-ride angles, according to Edgecam Brand
Manager John Buehler.
“This new cycle can be used with all types of turning
tools, and for both roughing and finishing operations. There
are around 20 items of new and enhanced functionality in
Edgecam 2017 R2, from the Vero Software stable, covering
turning, milling, simulation and wire EDM.”
Among the updates, when using the Fixture Database it is
possible to measure fixtures and other workholding devices.
“It’s essential to be able to accurately measure the exact
position and size of the fixture, as well as clarify its
relationship to components, stock and any other workholders,”
says Buehler.
Regarding Feature Finding, information transmitted by
CadLink has been enhanced where ‘Limits and Fit’ data
is now passed to the Edgecam feature. This support covers

Roughing and hole drill cycles
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Inspection

CREO, SOLIDWORKS and Inventor files.
The Live Job Reports function was previously run as a
windows service. Edgecam 2017 R2 swaps it to a desktop
application.
The 2017 R2 release continues Edgecam’s evolution of
updating cycle dialogues with pictures and context sensitive
help.
“In this instance Slot Milling, Project Flow Curves and
Project Circular Pattern cycles have all been updated.
This feature not only assists regular users to easily interpret
infrequently used commands, but it also aids less familiar
users to quickly understand fundamental functionality,”
Bueller says.
Responding to the need for offline inspection and probing,
Edgecam targets CAM programmers and uses CAD models.
Using a set of simple commands, the user creates a set of
inspection features that are converted into a toolpath and
simulated. This means the machine code macros are created
via Edgecam’s postprocessor.
The Machine Simulator has two enhancements.
The ability to pick the target component while using View
Comparison was introduced in the previous release, and has
now been enhanced so that users can now opt for “All
components,” which can be useful when working with
numerous parts on a
multi-loaded fixture. And
secondly, a quicker, more
convenient way of rewinding
the toolpaths has been
introduced when exiting
Machine Simulator: rather
than use the traditional
menu option, users can
now simply hold down the
“Shift” key.
For further details
contact Stillam CNC
Programming Solutions on
TEL: 011 663 2600 or visit
www.stillam.com or
www.edgecam.com

Okuma’s VTM-1200YB 5-axis multi-tasking
turning center
Multi-tasking turning center performs multisided machining.

D

esigned for large part CNC
machining Okuma’s VTM-1200YB
5-axis multitasking turning center
is ideally suited for large turning/milling
requirements and complex parts. Its
massive construction provides extreme
rigidity for large part CNC machining and
its high power handles large diameter
workpieces with ease.
This turning center cuts shapes of
all kinds, going instantly from turning to
slope multitasking. It can perform
turning, vertical, horizontal, and angled
surface machining in one operation without reorienting the part
in the chuck. With operator control of spindle direction in
relation to the surface of the workpiece, side cutting with
straight end mills can be used to dramatically reduce cutting
time compared with point cutting using ball end mills.
The work spindle is supported at two locations by large
diameter roller bearings offering precision control for the
production of complex parts. The spindle’s geared head
generates high torque capable of sustaining the heavy cutting

necessary for parts such as large
valve bodies. The machine’s vertical
design provides the advantage of
“natural” part handling and excellent
chip fall, while using a minimum of
floor space.
Packaged with Okuma’s OSP suite
control system, plus advanced,
high-accuracy 5-axis CNC machining
technology (including Thermo-Friendly
Concept for thermal stability), the
VTM-1200YB turning center is an
excellent choice for the large,
complex components in aerospace, energy and other
industries.
Key specifications of the VTM-1200YB CNC turning
center are maximum cutting diameter of 1 200mm,
maximum cutting length of 1 080mm, XYZ travels of
1 270 x 1 000 x 1 080mm, rapid traverse of 32m/min and
milling spindle power of 30/22kW.
For more information contact F & H Machine Tools on
TEL: 011 397 4050 or visit www.fhmt.co.za
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Victor 5-axis CNC range tackles
parts up to 1.2 metres

V

ictor CNC’s Vcenter-AX800, AX800II and the
AX800 Aero 320 are for 5-axis machining of large parts
up to 1.2 metres diameter.
The Vcenter AX800 has a swivelling head B-axis and a
25rpm C-axis table located within the fixed table, which can
be clamped to resist 3 433 Nm for heavy duty machining. The
B-axis has a Hirth coupling that will rotate at increments of
1° and offers precision and repeatability. Both rotary axes have
a roller-cam drive to deliver “unparalleled rigidity and stiffness”,
while shortening cycle times, when compared to conventional
worm gear mechanisms.
The rotary table has a diameter of 800mm, a capacity of
1 200 kilograms and axis travels are 1 600 by 700 by 600mm
in the XYZ axes.
The AX800II boasts a larger capacity and is able to
machine parts up to 1 200mm as opposed to 1 000mm.
This is achieved by moving the C-axis rotary table forward by
100mm. The machining height is 300mm and the machine
footprint remains the same.
For complex components, especially thin-walled ones, there
is the AX800 Aero 320. The C-axis that is on the standard
AX800 and AX800II models has been replaced by twin-rotary
tables (A and C-axis). Incorporating synchronous control
technology, precision machining of extremely delicate and thin
walled parts, such as aerospace engine and turbine
components, as well as structural aerospace parts, is possible.
This addition to the AX800 range incorporates an HSK-A63

spindle configuration with a table diameter of 320mm, plus an
adjustable span between the tables.
The machine uses a 31i-B5 CNC control unit, but
Heidenhain TNC-640 is an alternative across all machines.
Other equipment takes in through-spindle coolant of from
20 to 70 bar, a variety of swarf conveyor systems, hydraulic or
pneumatic ports on the rotary table, linear scales and angular
encoders, automatic tool length measurement, automatic part
measuring, along with additional options that can be specified
that include oil hole coolant supply, table shower system,
spindle configuration and automatic doors.
For further details contact Victor Fortune on
TEL: 011 392 3800
or visit
www.victor.co.za

GF Machining Solutions CUT P series
of wire EDM machines

T

he new CUT P range will replace the company’s CUT Sp
and CUT mS series of wire EDM machines and, from a
price performance perspective, occupies the position
between the CUT E series at one end of the spectrum, and the
CUT 1000/2000/3000 series of machines at the other.
There are four different sized machines in the new CUT P
series. The CUT P 550 features an automatic sliding door,
linear scales, XYZ, U and V axis travels of 550 x 350 x 400mm,
500mm and 350mm
respectively, and a
900 x 600mm
table.
The
new CUT P
machines will
appeal to
precision
component
manufacturers
and mould
makers looking
for a fast,
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flexible, high-accuracy and reliable wire EDM machine. The new
CUT P machines feature a number of technology advantages
designed to deliver process optimisation and security.
At the heart of all four CUT P machines is GF Machining
Solutions’ digital generator technology. The upgraded IPG
Intelligent Power Generator helps manufacturers cut parts
faster (on average up to 20% faster than the previous Sp/mS
machines).
The IPG generator, through its real time spark condition
monitoring capabilities, controls and adapts the spark
according to prevailing machining conditions to ensure fast and
high-accuracy machining (positional and contour accuracies are
+/- 2µm), and has an ability to realise surface finishes of
Ra 0.08µm.
The CUT P machines also feature a number of integrated
onboard Smart technologies to help customers exploit the
machines’ full potential and, in doing so, increase their
productivity and reduce lead times.
These include the Power-Expert, Surface-Expert,
Wire-Expert, Profil-Expert and Taper-Expert systems.
For more information contact Retecon Machine Tools on
TEL: 011 976 8600 or visit www.retecon.co.za

Hypertherm announces new
and enhanced features to its
ProNest 2017 CAD/CAM
nesting software

H

ypertherm, manufacturer of plasma, fiber laser and
waterjet cutting systems, has announced a version
update to its ProNest® advanced CAD/CAM nesting
software for automated cutting. ProNest 2017 v12.1 contains
numerous enhancements designed to enable customers to
achieve more.
New features include:
• Dynamic align — Allows users to create a connected
column or row of rectangular parts, aligned on one
side. Aligned parts can be connected with a common
line or bridge, then quickly bumped together manually
on the nest into dynamic align columns or rows.
Dynamic align parts can also be created during
automatic nesting
• 3D CAD Part Bevel Detection — Identifies beveled edges
on SOLIDWORKS® and Inventor® parts and
automatically assigns ProNest beveling to them during
import. Single and multi-pass beveling is supported
• Output for Multiple Machines — Creates NC output files
for one or more additional machines at the same time
as output for the current ProNest machine
In total, this new version builds upon the already market
leading capability of ProNest 2017 with the addition of more

than a dozen new features and enhancements covering
everything from common line cut sequencing to ERP integration
to machine interface modules; many of which are suggestions
provided by current users.
Users with an active software subscription can upgrade
to this new version at no additional charge and continue to
receive unlimited technical support, and other benefits. Others
interested in trying ProNest can obtain more information and
request a trial at www.hypertherm.com/CAM.
“These updates deliver ProNest users incremental
technology enhancements, meaning less manual intervention
and a reduced requirement for highly skilled workers involved
in programming and cutting. Additionally, ProNest helps enable
break-through SureCutTM technologies that can revolutionise
production for our customers, including True Hole® and Rapid
part®, which are delivered automatically without operator intervention, and True BevelTM which greatly reduces bevel set up
time. Also with these updates, ProNest continues to expand
user capabilities via integration to their smart factory, allowing
fast, easy roundtrip communication with any
MRP/ERP solution,” said Derek Weston, Product Marketing
Manager for Hypertherm CAD/CAM software products.
For more information contact Craig Sterly of Hypertherm
on email craig.sterly@hypertherm.com or visit
www.hypertherm.com

Turning insert optimised for
stainless steel materials

S

andvik Coromant is introducing a dedicated turning
insert optimised for stainless steel materials that
offers increased productivity, longer tool life and higher
machine utilisation. GC2220 will prove to be a major benefit to
pump and valve manufacturers, as well as general engineering
shops, particularly those serving sectors such as aerospace,
automotive and oil and gas.
In response to common challenges associated with turning
stainless steel workpieces, GC2220 has been designed to offer
higher resistance to plastic deformation and provide greater
edge line security. Plastic deformation takes place when the
tool material becomes soft, typically as a result of elevated
cutting temperatures. If a manufacturer is only machining
two components before the insert needs to be replaced due
to plastic deformation, then both productivity and profitability
become compromised.
GC2220 is a CVD-coated gradient sintered carbide that is
designed specifically for semi-finishing to rough turning under
stable conditions where higher wear resistance is required.
Inveio coating from Sandvik Coromant is deployed to provide
unidirectional crystal orientation in the alumina coating layer,

delivering higher levels of wear resistance and tool life. This
advanced and proprietary technology is supported by a
columnar MT-TiCN inner coating that is hard and resistant
against abrasive wear. As an added advantage of longer tool
life, machine shops will be able to reduce their cutting tool
inventory.
Customers set to benefit from this new grade are
essentially any manufacturers tasked with external and/or
internal turning operations in austenitic and duplex stainless
steel components such as pump housings, axles, shafts, seals,
valves and flanges. Further materials where the attributes of
GC2220 will prove advantageous include martensitic stainless
steels and low carbon steels.
GC2220 is available for CoroTurn 107 inserts, which are
designed for the internal and external turning of small or
slender components, CoroTurn TR for external profiling and
T-Max P for general turning applications.
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
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Trumpf TruLaser 3060 fiber —

new opportunities to cut on a table size of six metres
The TruLaser 3060 fiber offers oversize format processing in a working range
of 6 x 2.5 metres, multi-sheet processing of up to four medium format sheets and a
new high-speed cutting process for faster cutting.

S

ix metres is the length of a delivery van or a large adult
alligator or a sheet that the TruLaser 3060 fiber can cut.
This new oversize format machine from the Trumpf 3000
series can process sheets as large as 6 x 2.5 metres. This
means that users of the TruLaser 3060 fiber can acquire more
orders for particularly large workpieces. Alternatively, the large
working range enables sequential automated handling of four
medium format sheets — even if they differ in thicknesses and
material.
Rugged cutting processes for sheets as thick as 25mm
A machine used for oversize format processing needs
special capabilities for cutting thick sheets of mild steel.
Oversize sheets are often made of this type of steel and are
generally of poor quality. Equipped with a TruDisk laser that
has a power output of three to six kilowatts, the TruLaser 3060
fiber can cut sheets up to 25 millimeters in thickness. The
operator can easily resolve any cutting problems due to poor
quality material by using the AdjustLine function, which adjusts
the cutting data to suit material quality. This results in fewer
rejects and lower material costs. The BrightLine fiber function
ensures high quality cut edges and easy removal of thick sheet
parts.
Delicate geometries thanks to targeted cooling
Cutting delicate parts from thick sheets of mild steel as well
as high process reliability and narrow nesting is made possible
by the CoolLine feature. Targeted cooling of the workpiece
during cutting allows for new geometries and increases process
reliability. During processing, the specialised nozzles of the
cutting head spray water mist in a perfect circle around the
laser beam and onto the workpiece. Vaporisation energy
maintains a nearly constant temperature during cutting.
Twice as fast thanks to Highspeed
The new high-speed process enables cutting that is not
only safe and reliable but also truly fast. It sets new records for
nitrogen cutting with a solid-state laser. This can nearly double

This new oversize format machine
from the Trumpf 3000 series can
process sheets as large as 6 x 2.5 metres.
Alternatively, the large working range
enables sequential automated handling of
four medium format sheets — even if they
differ in thicknesses and material
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sheet throughput for medium and thick sheets made of mild or
stainless steel. Feed rates can also increase by up to 100 per
cent. And high speed need not mean poor quality — on the
contrary, the high-speed cutting process even prevents slag
adherence on sharp edged contours. The patent pending
process is based on a cutting edge nozzle design.
Ideally equipped for Industry 4.0
The TruLaser 3060 fiber also provides various functions
that make it compatible with Industry 4.0 applications. It is
equipped with the new Central Link data interface, which
securely provides information on the machine’s production
status. This means users can easily connect web applications,
platforms such as AXOOM (www.axoom.com) and local systems
via the OPC UA communication protocol for smooth sailing
toward a smart factory.
Part tracking for reliable processes
Using the Dot Matrix Code allows you to rapidly and reliably
apply a code to a sheet metal part in mere seconds. A code’s
content is specified during programming and provides
information for the sheet metal process chain — the name of
the next bending programme, for example. This significantly
simplifies production processes and eliminates the need for
accompanying documents.

The TruLaser 3060 fiber’s
Drop & Cut function allows
users to quickly and efficiently
post-produce individual parts
and to make full use of
remainder sheets

July 2017

Post-production made easy
The TruLaser 3060 fiber’s Drop & Cut function
allows users to quickly and efficiently post-produce
individual parts and to make full use of remainder
sheets. A built-in camera relays a live image of the
machine’s interior to the user interface. With just a
mouse click or the tap of a finger, the desired part
geometries can be projected onto the (remainder)
sheet, in any position and orientation. And production
can start right away. Live virtual representation of the
part contour makes post-production faster and more
reliable — for genuinely useful augmented reality.
For more information contact Retecon Machine
Tools on TEL: 011 976 8600 or visit
www.retecon.co.za

A-Tap — a product that showcases
OSG’s innovation
above: Spiral flute tap swarf as compared to a conventional tap swarf

M

ost tapping troubles are caused by
unstable chip evacuation. The A-TAP Series
resolves such troubles and applies to a
wide range of work materials and cutting speeds.
The A-Tap is an all-purpose tap series designed
to simplify tool management and to excel in a wide
variety of materials and applications. The A-Tap is
made from powdered metal HSS and has OSG’s
patented V coating to achieve excellent wear
resistance. The spiral flute series has adopted a
variable helix flute design, which encourages
stable chip evacuation and reduces cutting forces.
The spiral point series has unique geometry that
enables greater chip control that can help produce
tightly compacted chips for easy ejection from the
hole.
The developer of the A-Tap®, Takayuki
Nakajima, explains the concept behind this series
in detail — “OSG turned 75 in 2013. In celebration
of our 75th anniversary, I developed the A-Tap®
as the first of a number of new products to help
us advance toward OSG’s 100th anniversary. OSG
offers a number of all-purpose tooling such as the
EX series, TIN series, V series, and now the A-Tap series. The
A-Tap is one of our greatest innovations in the last 20 years
since the V series. The biggest advantage of the new A-Tap®
series is its versatility. It is capable of rigid tapping on machine

left: Most tapping troubles are caused by
unstable chip evacuation. OSG’s A-TAP Series
resolves such troubles and applies to a wide range
of work materials and cutting speeds

centres with synchronised feed and rotation and
it is engineered to excel in any material, any
application, anytime!”
A-Tap®’s inspiration
“After a careful analysis of our customers’
feedback on common tapping problems, we have
discovered that the top three tapping issues
include “chipping and breakage,” “dimensional
errors,” and “galling.” All of the mentioned problems
are caused by the inability to evacuate chips
effectively, creating conditions such as bird nesting.
To avoid these problems, customers often have to
compromise efficiency and would run their taps
at much slower speeds, even when their
machining centers were capable of higher
performance. With this in mind, our goal was clear.
We needed to develop a tap with zero evacuation
trouble so as to allow our customers to achieve maximum
performance based on their machining center’s capability.”
For further details contact Somta Tools on
TEL: 011 390 8700 or visit www.somta.co.za

Nukon ECO fiber laser cutting machine

E

rgonomic and compact, the
Nukon Eco Fiber Laser
delivers high quality,
speed, and reliability without
breaking your budget. This
standard size machine
accommodates sheet sizes
of 3 000 by 1 500mm and is
equipped with an IPG 1000W
or 2000W resonators.
A pallet changer table
with hydraulic height adaption
carries out loading and
unloading of cut parts. Single
table, double table and manual table options are
offered.
Maximum cutting capacity for mild steel is 0.3mm to
8mm on the 1kW machine and up to 12mm on the 2kW
machine. For stainless steel it is 4/6mm, for aluminium
3/4mm and for brass and copper 2/3mm depending
whether it is the 1kW or 2kW machine.
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Maximum load is 1 000 kilograms, acceleration
speed is 1G and axis movement is a 4 axis
digital motor system.
NUKON is a manufacturer of metal
processing machinery with the
company’s main focus now set
on the production of fiber laser
cutting machines. The company is
based in Bursa, Turkey and has
representation worldwide.
Other fiber laser machines
that Nukon manufactures
includes the Vento 315/420
(4,5 and 6 kilowatt), the
NF PRO 315/420/620
(2, 3, 4, 5 and 6 kilowatt), the
Rex 315 PP (2, 3, 4, 5 and 6 kilowatt) and
the NF PRO-S 820/1020 Extreme that has big dimensions
with a side table load.
For further details contact CML Machine Tools on
0861 422 423 or visit www.cmlmachines.co.za

Iscar’s indexable FFQ4

high-feed milling cutters to enhance rough milling
of high-temperature alloy materials

T

he FFQ4 is the latest addition
from Iscar for high feed,
rough milling applications.
“Its design incorporates a square,
single sided insert with 4 cutting
edges and more flank clearance
than many popular high feed solutions
available,” said a company
spokesperson.
Another design characteristic of the
FFQ4 is a 9-degree lead angle of the
cutting edge and positive rake angle
position of the insert in the cutter body.
All of these design characteristics add up to enhanced
milling performance across a wide range of materials,
especially difficult materials like austenitic stainless steel
and high temperature alloys. Also, the 9-degree lead angle
redirects some of the cutting forces in the axial direction,
which makes for a tool that is effective when long reach is
necessary.

High-feed milling has become a
common milling approach used to
tackle difficult-to-machine materials
and applications. The FFQ4 has
been designed with this in mind
and to meet the demand from
various industries such as
aerospace, medical and oil and gas.
In terms of being material specific,
the FFQ4 has shown improved
results when machining titanium,
stainless steel (especially
austenitic stainless steel),
PH stainless and Inconel material grades.
Typical machining applications include heavy-duty
machining with cutting tools 50mm in diameter and
up on robust CAT 50, HSK 100, and HSK 125 machining
centers.
For further details contact Iscar South Africa on
TEL: 011 997 2700 or visit www.iscar.com
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Mitsubishi-Hitachi Tool Engineering

to market products under the name Moldino

H

aving successfully acquired a majority
shareholding of Hitachi Tool Engineering Ltd
and the subsequent renaming of the
company as Mitsubishi-Hitachi Tool Engineering, Ltd
the company has now announced that in future
it will market its products under the name of
Moldino. According to the company the new name
represents technology that thoroughly applies in the
service of people and goods, technology that values
the accumulation of results and technology that brings
marvels and smiles.
Mitsubishi Materials (MMC) of Japan acquired a 51%
shareholding in Hitachi Tool Engineering Ltd, a leading
Japanese cemented carbide cutting tool and wear part
manufacturer in April 2015. Hitachi Tool Engineering Ltd was
a division of Hitachi Metals Ltd and Hitachi Metals retains the
remaining 49% shareholding.

According to the announcement at the time production of
carbide tools by Hitachi Tool became part of MMC’s Advanced
Materials & Tools Division and the acquisition was expected
to help MMC achieve a 10% share or higher of the global
carbide tool market.
The Advanced Materials & Tools Business conducts its
business in two primary categories; cemented carbide
products and sintered parts. The cemented carbide products
department provides an extensive lineup of cutting tools used
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The new
indexable milling tool
TD4N

in processes
including lathe
turning, milling,
and drilling, as
well as
abrasionresistant
tools and
construction
tools.
Hitachi Tool
specialises in
the production
of carbide tools
for a variety of
difficult-to-cut
materials and
complicated
shape products
for power generation equipment, aerospace
materials and other applications. Prior
to the acquisition by MMC Hitachi Tool had
been concentrating on the mould and die
industry for over a decade and now
offers a tool range which covers the entire

process chain.
It was stated that Hitachi Tool will benefit from
MMC’s considerable global sales network, and will
also be able to take advantage of MMC’s raw material
procurement, integrated supply chain and recycling
network.
MMC Hitachi Tool Engineering is now one of Japan’s
leading tool manufacturers of end mills and drilling tools.
The company’s business has been focused on tool and
mould construction for decades, developing a considerable
tool range that covers the entire process chain. With over
70 application engineers operating, the company has more
than 30 years of experience in the European die and mould
industry.
In times of high time and cost pressure in the die
and mould industry, MMC Hitachi Tool’s Production50
manufacturing concept and the in-house developed
TAR database with over 15 000 reference reports, are
dedicated to meet the customer’s challenge for shorter
process times and more efficient machining methods.
MMC Hitachi Tool offers innovative tool technologies and
individual service to meet these high demands.
A recent product announcement has been the launch
of the new indexable milling tool TD4N, an extension
of the proven range of high feed cutting tools. TD4N
are the newly developed high-feed geometry and the double
faced, 4 corner inserts for economic machining. The special
cutting edge geometry optimises chip formation and
minimises undesired residual material for subsequent
operations. As a result the TD4N ensures a high process
reliability with smooth machining, low costs per cutting edge
and a long and stable tool life.
For further details contact Multitrade Distributors on
TEL: 011 87 803 2377 or visit www.multicarb.com

Ultra-fast scanning and uncompromising
detail with the Nikon ModelMaker H120

M

ore than two decades since the inception of the
ModelMaker product line, the cutting-edge ModelMaker
H120 firmly pushes the ever-exacting boundaries of
handheld laser scanning. Incorporating blue laser technology,
ultra-fast frame rate, specially developed Nikon optics and the
ability to measure the most challenging materials this
represents the next generation of portable laser scanning. The
H120 makes no compromises in addressing the market needs
by efficiently delivering the most detailed and accurate data in
a fraction of the time of competing technologies.

Incorporating blue laser technology, ultra-fast frame rate,
specially developed Nikon optics and the ability to measure the
most challenging materials, this represents the next generation
of portable laser scanning.
With a field of view of up to 120mm and a resolution of
up to 35μm, the ModelMaker H120 from Nikon is suitable for
users who need fast and detailed data acquisition over a large
measuring range.
The ModelMaker H120 offers an extremely fast frame rate
of over 450 Hz according to the manufacturer - even when
measuring difficult materials such as carbon fibers, blackshining, reflective or multi-colored parts. With 2 000 points per
scan, tiny details can be measured on large surfaces.
The ModelMaker H120 features the latest Nikon optics
and a blue laser with a low speckle effect. Thus, even the
smallest scratches and abrasion on surfaces should be clearly
identified. With a scalability of 7μm and a combined system
accuracy of up to 28μm with MCAx articulated arm gauges, the
ModelMaker H120 stands out clearly from similar solutions.
The 4th generation of the Enhanced Sensor Performance
(ESP4) technology adjusts the laser parameters dynamically not
only for each scan line individually but for each point in each
scan line.
For further details contact WD Hearn Machine Tools on
TEL: 021 534 5351 or visit www.wdhearn.co.za or
www.nikonmetrology.com

Salvagnini fiber laser

with an air-cooled cutting head

S

alvagnini has introduced
its L3-30 fiber laser — now
available with a 6kW
resonator to complement its
2kW, 3kW and 4kW product
lines.
The L3 now comes equipped
with an air-cooled cutting head
with adjustable optics for cutting
both thin and thick materials.
Air-cooling is made possible by
the addition of a Pelletier plate
to the assembly, making
nitrogen gas cooling
unnecessary. A new collimator
enables easy, fast adjustment for cutting materials of different
thicknesses. The Salvagnini cutting head assembly simplifies
laser cutting production, making solid, clean and reliable cuts,
with no contaminants to obscure the lens.
As with all Salvagnini machine systems, flexible automation
is built into every L3 fiber laser. Salvagnini’s TraJust software
automatically manages cutting parameters drawing upon a
database for each material and thickness to achieve consistent,

high quality cuts. Salvagnini
technology allows sheets of
different materials and thicknesses to be processed — in
sequence — without stopping
production and with set-ups
occurring in masked time.
Salvagnini fiber laser
systems can be accessorised
with a full range of material
handling systems. There is a
Salvagnini storage tower to suit
every application, including
compact LTW and LTWC towers
that require no additional floor
space. An L3 features automatic loading and automatic
skeleton removal. The addition of an MCL provides a pick and
place capability so that no “shake and break” activity is necessary.
Salvagnini OPS software enables the fiber lasers to
exchange information with a company’s ERP software to
optimise productivity.
For further information contact PIM Machine Tools on
TEL: 011 022 4648 or visit www.industrialmachinery.co.za
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The longest ever fiber laser
built by Ermaksan

E

rmaksan has announced that the company has built its
longest ever fiber laser cutting machine. The Fibermak
machine has a table size measuring 18.3 metres long
and three metres wide and is powered by a 6kW source.
Additional features of the machine include a 2-axis cutting
head that can be moved in 45 degree left and right
movements. This gives the machine the ability of linear bevel
cutting at 45 degrees that aids fabricators during welding
processes.
The Ermaksan 18.3 metre long Fibermak with a bevel
cutting head has been built specifically for a manufacturer of
conical light
poles and is
a tailor made
product. The
machine,
with its 6 kW
resonator,
has a
perpendicular
cutting
capacity of
mild steel
up to 25mm
thick and 15mm for
angular cutting.
The machine is also
equipped with four
internal and one external
HD/IP camera, placed at
different angles on the
machine, that show real
time cutting and shuttle
table movement
procedures on two full

HD 25” monitors, for the operator to monitor work in progress.
Another feature of this purpose built machine is the
suction cells that open actively according to the position of
cutting head. Along with the 18 piece lateral conveyors that
also work actively according to the position of cutting head,
this provides accurate absorption and effective waste disposal
and reduces electricity consumption.
Turkey based Ermaksan designs and manufactures
durable, productive and value based machinery. With 50
years of technological
investment
and an innovative
R&D department,
Ermaksan has become
one of the world’s
leading companies in
the sheet metal
fabrication machinery
manufacturing
industry.
For more
information contact
F & H Machine Tools on
TEL: 011 397 4050
or visit www.fhmt.co.za

Control your machines from any device
and any location with SigmaNEST 365!

S

igmaTEK’s latest step into the future of manufacturing
- SigmaNEST 365 - moves SigmaTEK products to the
cloud, making them accessible on any device, from
anywhere in your shop. This also means greater storage
capacity, and faster computer speeds. Another plus is that
SigmaNEST 365 removes the need to manually upgrade each
time there is a new release in the company’s software — this
process is now automatic.
The SigmaNEST 365 Appliance is a purpose-built
hardware solution that comes preinstalled with SigmaNEST
and related SigmaTEK software. It’s the easiest way to be up
and running in minutes and allows users the ability to
access SigmaNEST from virtually any web-connected device.
The appliance supports simultaneous users without
requiring them to install SigmaNEST on their local
workstation.
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The SigmaNEST 365 Appliance is a high-performance
and highly available box with local encrypted disk storage for
storing user data and drawings and backs up to the cloud for
disaster recovery. If anything ever happens to the appliance,
the customer’s SigmaNEST environment spins up in the cloud,
ensuring that the customer can still run 24/7.
SigmaNEST 365 will move SigmaNEST software from
your computer to an appliance, leaving more space on your
devices and in many cases increasing their operating speed.
SigmaNEST 365 aims to limit your frustration, imagine no
more waiting for the software, parts, or anything else in
storage to load. Your computers will be able to perform at
their top capacity even under a very high load.
For more information contact the local agent
Mecad Systems on TEL: 012 645 4300 or visit the
website www.mecad.co.za

