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Exactly 119 days after President Cyril 
Ramaphosa took office, the lights quite 

literally went out for the President and his 
euphoric reign of power as the country’s new 
leader. Well, probably not for him per se, because 
he probably has a generator for backup power 
at his posh mansion overlooking the Atlantic 
Ocean in Cape Town’s exclusive and sought after 
suburb of Fresnaye. But for many South African’s, 
Thursday 14 June 2018 and the immediate days 
that followed resurrected memories of years 
gone by.

Load shedding: Another temporary fissure 
opening up in South Africa’s path to economic 
growth, or back to the dark times of previous 
years? The answer seems to depend on who you 

think you should believe at this moment. 
Eskom’s spokespeople will have you believe that recent strike action and 

sabotage by members of the National Union of Metalworkers and others of their 
infrastructure is to blame, and that the current bout of load shedding being 
experienced is merely a temporary blip on the state-owned power utility’s ability 
to supply the nation’s electricity needs. That is indeed partly true.

However, some industry analysts will have you believe otherwise: That this 
was a thin wall that we had been walking on for some time, and now that we 
have fallen off it we need to find a way back up, and quickly. Midway through 
June, Eskom workers sought a salary increase of between nine and 15%, but 
the already cash-strapped power utility that supplies the country with roughly 
95% of its electricity needs offered 0%. Naturally workers were left disgruntled, 
with some going on the rampage and destroying infrastructure and others 
intimidating and threatening violence against those that wanted to work. If the 
recent countrywide bus strike is anything to go by, we could be in for a dark 
winter.

Rectifying this is no easy task, especially for a company with a third more 
staff than they had 10 years ago, an annual wage bill of more than R30 
billion, and a deteriorating infrastructure in bad need of constant repair and 
maintenance. Not to mention the overspending and lack of delivery on massive 
projects like Kusile. So when it crumbles this easily, we have to be concerned.

Topped with a weak rand, a looming fourth consecutive petrol price increase 
in July, mining production slowing - the country’s mining output fell by 4.3% 
in April year-on-year - as well as increased inflation and weakened business 
confidence, June wasn’t a great month for South Africans, and times are tough 
wherever you find yourself on the economic ladder. 

Compounded with a legacy of corruption and mismanagement, Eskom CEO 
Phakamani Hadebe and Public Enterprises Minister Pravin Gordhan, amongst 
others, face a daunting path ahead to rectify the current woes. But if Pravin has 
taught us anything, it is to remain resilient. And resilient is what South Africans 
are. 

By the time that you read this, everything may be back to normal, or it may 
not be. It really is anyone’s guess. But in dark times, remember to be resilient 
either way.

For instance, in this month’s Shopfront Focus, a uniquely South African 
aviation project and light aircraft manufacturer proved one of its light aircraft 
was resilient enough to fly a 27-hour-long leg from Rio de Janeiro in South 
America to Cape Town in South Africa, with some modifications to the fuel tank 
of course. Read on for further stories of resilience for 
it’s not all doom and gloom in this resilient country 
of ours.

Damon Crawford
Online Editor

EDITOR’S   COMMENT
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In the early days at CNC Software, we saw that our CAD/CAM 
system was only part of a larger manufacturing solution and 
that an open architecture foundation could allow seamless 

data communication with complementary devices and systems 
across the shop floor.

Open architecture, along with partnerships with vertical 
solution providers, is fostering more cost-effective digital 
solutions that small shops are starting to adopt. These 
partnerships include such interrelated applications as 
paperless ERP/MES shop management, reverse engineering, 
CAD and model-based definition, CAD for CAM, cutting 
tool management, robotics, metrology, CMM programming, 
inspection and analysis, and machine monitoring and 
optimisation.

For example, new ERP/
MES systems provide 
job shops with real-time, 
paperless tracking and 
reporting tools that enable 
better-informed business 
decisions while monitoring 
the entire process, from 
initial quote to final 
deliverable. Data sharing 
between the ERP/MES 
system and the CAD/CAM 
system connects the shop 
infrastructure to the part 
manufacturing processes 
and information. Shared 
tooling data reduces job 
setup and tool presetting 
time while providing accurate tooling information to 
streamline costing, purchasing, and inventory management. 

CNC programme operation data, fixturing information and 
work order change tracking can reduce machine setup and 
programming time and help eliminate errors and delays.

Further, when digital models or prints don’t exist, reverse 
engineering is typically the only choice available to replicate 
parts. Today’s reverse engineering technology enables shops 
to connect to and use measuring devices to create a digital 
3D CAD model that can be machined using a CAM system.

Despite the power and efficiency gains with modern CAM 
products, manufacturing processes still require the support 
of transparent CAD data integration. Digital models and their 
associated model-based definitions have moved into the 
assembly, testing, and inspection of fixture designs to support 

additional manufacturing 
processes.

Also, tool management 
- and tool presetting in 
particular - helps job shops 
realise many cost benefits. 
Digital transparency 
and exchange between 
applications ensures that 
everything from tool setup 
to crib management, 
scheduling, inventory 
and procurement can be 
efficiently managed.

A new digital application 
involves measuring actual 
machine performance 
by capturing real-time 
operating data from the 

CNC. Utilities can connect to the machine controller, collect 
the data and compare it against the original G-code posted 

VIEW   POINT

How small shops can go  
digital – economically!
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by the CNC programmer. By honing in on 
the sweet spot of the machine and the 
optimal capabilities of cutting tools, CNC 
programmes can be optimised to run 
at specific feeds, speeds, spindle loads 
and horsepower requirements.

As for robotics, shared model data 
tied to integrated software can provide 
cost-effective automation for trimming, 
deburring, welding, spray coating and 
other processes. Unlike conventional 
off-line programming, these new 
applications take a CAD/CAM approach 
to robotics programming with a shared 
data model. This allows multi-axis 
robotic programming with optimised 
trajectories and complete process 
validation to be accomplished based 
on data from the same model used to 
generate the CNC part programme.

At the end of the manufacturing 
process, the exchange of everything 
from model geometry to process 
documentation and reporting is critical 
to a successful digital inspection 
implementation. Using integrated, 
dimensional metrology solutions and a common interface 
along with their data models, users of these technologies can 

become more productive.
Opportunities for small shops to adopt shop floor 

digitalisation are expanding. 

Written by Stas Mylek, Senior Product Specialist, CNC Software Inc.
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Both the TC3020 and TC3030 grades - 
known for excellent, high-temperature alloys 
machining - have been expanded to include 
both the RNGN 19 and 25 size inserts.

The introduction of the TC3020 and 
TC3030 grades to the RNGN 19 and 25 size 
inserts enables reduced machining time and 
better productivity in deep depths of cut on 
high-temperature alloys as demanded by 
customers in industries such as aerospace.

The TC3020 is ideal for high-
temperature alloys machining and runs in 
the same conditions as the whisker ceramic 
grade. The superior wear 
resistance is due 
to high chemical 
stability and it 
has better flank 
and notch wear 
resistance the 
company says.

The TC3020 

has excellent high 
temperature strength 
and fracture toughness 
and is available for 
turning, milling and 
grooving applications.

The TC3030 is ideal 
for high-temperature alloys 

machining and tougher when 
compared to the whisker ceramic 

grade. The grade’s extreme 
toughness enables higher feed and 

heavier depth of cut machining. The 
TC3030 is suitable for scaling and 

roughing applications.
The TC3030 has excellent thermal 

shock resistance and thermal conductivity 
and available for turning, milling and grooving 

applications.
For more information contact TaeguTec SA 

on TEL: 011 362 1500 or visit  
www.taegutec.com

INDUSTRY   NEWS

cover story

Rhinogroove – 
ideal for parting and grooving

Taegutec has extended the range 
of the Rhinogroove family by 
adding 4 and 5mm inserts to 

the current 2 and 3mm line. Further, 
single-ended “C” and “J” chip breaker 
type inserts for deep machining are 
now available in 2, 3, 4 and 5mm 
sizes.

The Rhinogroove is an enhanced 
insert with an overall reduced length 
developed for efficiency in shallow 
depth of cut parting and grooving 
machining.

Its centre of gravity promotes 
better stability while the vibration 
during machining is minimised by 
the optimised holder pocket design 
that enables powerful clamping of 
the insert. Since vibration is the single greatest 
influence on tool life in parting and grooving, the 
Rhinogroove claims to offer improved stability 
and longer tool life due to minimised vibration 
during machining.

The line comes in C and J type chip breakers, 

which are available as standard items in either 2 
or 3mm insert widths. The line is also available in 

a range of grades – TT9080, TT7220, TT8020 – to 
machine several types of materials.

Another addition are the SH type holders suitable 
for Swiss type automatic lathes, adding 3mm holders to 

the current 2mm insert seat size holders.

TC3020 and TC3030 grades now expanded to  
the RNGN 19 and 25 size inserts
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Last year Lucchini RS, the Italian manufacturer 
of forged railway products, invested R260 
million in a new production facility in 

Germiston in Ekurhuleni to machine railway 
wheels. It was the first international forged 
wheel manufacturer to make some 
investment in manufacturing facilities 
in South Africa.

The group partnered with black 
South African investors Kusini 
Investments who currently hold 
a substantial amount of shares 
in the local company. Previously 
Lucchini had actively traded 
forged railway wheels and axles 
in South Africa for over 13 years.

The group committed to 
localise wheel machining in 
the country and to subsequently 
create jobs locally. The localisation 
involved the establishment of Lucchini 
SA, which had been created to complete 
the manufacturing process of blank wheels 
imported from Italy that were 
then machined, inspected and 
delivered to the end customer.

Lucchini SA is housed in a 

10 000m² facility. The R260 million 
investment included the fitment of 

state-of-the-art technology plant 
and machinery that adheres 

to the manufacturing process 
standardisation strategy of 
Lucchini RS Group.

The plant had the 
capacity to manufacture up 
to 20 000 wheels a year 
depending on the mix of 
wheels produced. Projects 

included the production and 
supply of 34” and 36” wagon 

wheels and locomotive wheels 
to Transnet Engineering and 

TRAXX 23 locomotive wheels to BTSA 
(Bombardier South Africa).
At the time the group indicated that 

it would be making further 
investment in the local company 
in anticipation of further growth of 
business in the regional market.

Lucchini invests a further R25 million 
to cope with increased demand



The two Diedesheim machines installed at Lucchini 
SA gives the company more flexibility in its 

machining operations. The Diedesheim cell allows 
Lucchini SA to do one and two-offs for example

Lucchini SA produces and supplies 34” and 36” wagon 
wheels and locomotive wheels to Transnet Engineering  

and TRAXX 23 locomotive wheels to BTSA  
(Bombardier South Africa)
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From 20 000 to 30 000 capacity
Now the group has installed a further two 

machining centers to cope with increased 
demand. The R30 million investment will take 
the company from processing 20 000 wheels per 
annum to 30 000 wheels.  

The new line is composed of two Diedesheim 
machines, ideal for the production of train wheels. 
In 1994 Hüller Hille and Diedesheim merged 
to become Hüller Hille GmbH and in 2017 the 
company was acquired by Zuse Automation and 
is now known as Zuse Hüller Hille. The machining 
cell includes a manipulator to rotate the wheels 
during the machining operations. The machines 
use two rams each and have a maximum work 
diameter of 1 100mm.

This line has been installed to give the company more 
flexibility in its machining operations. The Diedesheim cell 
allows Lucchini SA to do one and two-offs for example.

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.

The company has been expanding its footprint worldwide 
and increasing capacity in Italy. Phase two of the expansion 
plans at the South African facility are on the drawing board 
and will include a multi-million rand investment to include a 
forging, rolling and heat treatment plant.

For further details contact Lucchini SA on  
TEL 087 806 5371 or visit www.lucchinisa.co.za       

Phase two of the expansion plans at the South African facility are on  
the drawing board and will include a multi-million rand investment to  

include a forging, rolling and heat treatment plant

Wagon and locomotive wheels ready for delivery
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“We have signed 
this deal to help 
our clients avoid 

expensive collisions and 
interferences, whilst also 
optimising processes to ensure 
the best possible machine cycle 
time. For 20 years CAMplete 
Solutions has been specialising in 
the development of advanced NC 
post-processing and verification 
solutions dedicated to 5-axis 
and multi-tasking technology, for 
manufacturers in major industries 
around the world,” said Graeme 
Cooper, Sales Director at WD 
Hearn Machine Tools.

“This is another example 
of us moving away from simply 
supplying a machine. It is now 
all about providing the turnkey package that can help save 
clients money, improve cycle times and unlock production 
bottlenecks.” 

“Our partnership with CAMplete provides another 
dimension to our all-round service. After generating tool paths 
and checking the full kinematics of the machine, users can 
then run their code through the software for post processing, 
simulation and optimisation.” 

“These solutions can 
potentially be fitted to 
all 5-axis CNC machine 
tools. They give you 
the ability to avoid 
costly collisions and 
can save thousands in 
replacement parts and 
machine downtime.”

“Not only does it 
safeguard the machine, 
it gives the end user 
optimisation over the 
process as they can 
see in real time what 
the actual cycle time of 
the part will be, without 
cutting anything. Once 
it has been proven, the 
programme can be sent directly into the machine ready to 
go.”

“CAMplete Solutions Inc. is a technology driven company 
located in Ontario’s Waterloo Region - the heart of Canada’s 
Technology Triangle. The company offers four products to 

solve customer’s problems 
including CAMplete Truepath, 
CAMplete Truepath Lite, CAMplete 
Turnmill, and Intelligent Protection 
system (IPS). Their software is 
designed specifically for users 
machines, as opposed to a 
generic solution.”

“If you haven’t heard about 
CAMplete TruePath, then you 
probably aren’t really using 
a 5-axis machine. CAMplete 
TruePath is a software suite of 
tools created to make it a lot 
easier to transition from your 
CAM system to 5-axis machines. 
Basically, this means users 
leverage CAMplete TruePath 
to output NC programmes in 
a customised way. CAMplete 

TruePath achieves this primarily through its customisable 
post-processor and its 5-axis simulation, visualisation and 
verification tools. What saves machinists and job shops the 
most money and time, is understanding how your 5-axis 
machine will make cuts before you feed it any finalised 
G-code,” explained Cooper.

“These solutions are available for all new and existing 
5-axis machines including our Kitamura Mycenter-G series 

vertical and horizontal 
machining centers,” 
concluded Cooper.

“We are excited 
to partner with WD 
Hearn to expand our 
presence within South 
Africa. WD Hearn’s 
experienced technical 
support and sales staff 
makes them an ideal 
partner to provide 
CAMplete TruePath 
within the country. This 
partnership leverages 
our existing relationship 
with Kitamura to provide 
WD Hearn customers 
with an integrated and 

comprehensive solution,” said Jeff Fritsch, VP Sales and 
Marketing.  

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

WD Hearn Machine Tools has  
partnered with CAMplete Solutions Inc. 

to supply its software across South Africa
WD Hearn Machine Tools has joined forces with CAMplete to supply an integrated suite of post 

processing, verification and optimisation tools dedicated to 5-axis machining centers.
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RPC Astrapak 
has announced 
the acquisition 

of the Spec Group 
for an undisclosed 
amount subject to the 
finalisation of certain 
conditions. In terms 
of the transaction, all 
three of the businesses 
that make up the Spec 
Group - Spec Tool & 
Die, Spec Design and 
Spec Molders - will 
be acquired as going 
concerns. Three of the 
main shareholders 
- Dave Murgatroyd, 
Kenny Moore and 
Leanne Suarez - will 
be staying on along 
with the rest of their 
team, while Norman Hancock will be taking a well-deserved 
retirement, though he will still consult to the business from 
time to time.

The Durban-based company, which was established 
in 1991, is a household name specialising in the design, 
manufacture and repair of plastic moulding tools and dies 
and branched out into manufacturing with the establishment 
of Spec Molders in 2004.

“Having control and ownership of the process of managing 
our tool and die requirements from concept to completion and 
thereafter maintaining them has been a strategic objective 
for RPC Astrapak for 
some time,” said 
RPC Astrapak Chief 
Executive Robin Moore.

“The Spec Group 
was carefully selected 
for this acquisition 
based on their prowess 
and industry-leading 
track record as one of 
South Africa’s largest 
independent and most 
innovative toolrooms 
through Spec Tool & Die 
and Spec Design. Their 
reputation is proven 
by the immensely 
successful partnership 
already demonstrated 
through the award-
winning innovative 
designs achieved in 
conjunction with RPC 
Astrapak prior to this 
deal.”

“Spec Molders brings some exciting new products and 
customers to us as well.”

“Buying the Spec 
Group business 
provides us with a good 
moulding business, 
but even more 
importantly gives us 
our own inhouse design 
and mould-making 
capability along with 
a very experienced 
management and 
manufacturing team.”

“Not only will we 
be investing in the 
business to improve 
its capacity and 
capability and create a 
dedicated Innovation 
and Design Centre for 
RPC Astrapak, but we 
will be linking it up with 
RPC’s global network 

of 32 similar facilities to bring the Group’s innovation, 
engineering and expertise to the South African market, and in 
time the African market, as our expansion plans evolve. This 
is particularly exciting as RPC is a global leader in all plastic 
conversion technologies and this investment will allow our 
customers to access RPC through RPC Astrapak.”

Moore continued to emphasise the importance of the 
synergy with RPC Group noting that one of the key reasons 
that RPC has been so successful is its track record of 
innovation and speed to market using world-class technology, 
which RPC Astrapak is now in a position to access and 

emulate.
“After 28 years 

of servicing the tool 
and die needs within 
the plastic packaging 
industry in South Africa, 
it is a proud moment for 
us to join forces with an 
international leader in 
the industry with whom 
we have an established 
and sound relationship. 
We are confident that 
the foundation we 
have built will be used 
to build great value 
within RPC Astrapak,” 
said Spec Tool & Die 
founder and owner, Dave 
Murgatroyd.

In 2016 RPC Group 
Plc, a UK headquartered 
design and engineering 

company of plastic 
products for both packaging and non-packaging markets 
acquired Astrapak for R1 370 million (£79 million) on a cash-
free, debt-free basis.

RPC Astrapak acquires 
Spec Group
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Fuchs Lubricants South 
Africa has opened a 

R125 million grease plant 
expansion at its factory in 
Isando, Gauteng.

“The project has been 
almost three years in 
the making with Fuchs 
investing in a state-of-
the-art grease plant that 
will manufacture a large 
variety of specialty grease 
grades,” Paul Deppe, 
managing director of Fuchs 
Lubricants South Africa, 
said.

“Fuchs sees the 
importance and demand 
for specialty grease 
growing significantly and 
wants to be in a position 

to support this increase in demand from our customers. But 
importantly, the reasons for building the new grease plant 
are not only for capacity but to inject new levels of process 
excellence and quality into our grease manufacturing.”

“As one of the most automated and advanced grease 

plants in the Fuchs 
organisation, and indeed 
the world, we will be 
looking to export grease 
from this plant across 
Africa and to other parts of 
the world,” said Deppe.

“Importantly, there 
have been no staff 
redundancies as a result 
of the automation of the 
plant, but what it has 
done is create the need 
for staff with higher skill 
levels. To this end, we 
identified existing staff 
comprising grease makers, 
a supervisor, maintenance 
engineer and production 

manager who were all sent to Germany for training.”
The project is a collaboration between South African and 

German engineers and system and component suppliers. 
The project team was made up of a technical team from 
Fuchs Lubricants South Africa and Fuchs Germany who were 
responsible for the process design of the plant.

DRA was appointed to project manage, design, procure 
and construct the plant. The automation of the plant was 
contracted to a Fuchs supplier from Germany.

“This is the start of significant investment in upgrading 
our plant and equipment to meet the demands of our 
customers for ever-increasing quality and responsiveness,” 
explained Deppe.

30 different greases are planned to be manufactured in 
the plant. The plant consists of autoclave and open reactor 
technology to manufacture grease soap, which is then 
finished in a number of finishing kettles.

“The plant design and automation conforms to Fuchs’ 
latest standards worldwide and ensures that the quality of 
grease produced is of the highest standards. The plant will 
give Fuchs Lubricants South Africa the ability to consistently 
and repeatedly manufacture standard and complex thickener 
greases to meet the needs of customers for many years to 
come.”

For further details visit www.fuchs.co.za

Fuchs Lubricants invests R125 million 
in new grease plant 

Paul Deppe, Managing Director, Fuchs Lubricants South Africa; Stefan 
Fuchs, CEO Fuchs Petrolub; Alf Untersteller, Executive Vice President 

responsible for Middle East, Turkey and Africa; Dr Timo Reister, member of 
the executive board of Fuchs Petrolub responsible for Asia, Pacific & Africa

The Fuchs plant where 30 different greases are planned to be 
manufactured. The plant consists of autoclave and open reactor 

technology to manufacture grease soap, which is then finished in a 
number of finishing kettles

“As one of the most automated and advanced grease plants in  
the Fuchs organisation, and indeed the world, we will be  
looking to export grease from this plant across Africa and  

to other parts of the world,” said Deppe
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hyperMILL is a high-performance, 
complete CAM solution from 
Open Mind. 2.5D, 3D, 5-axis 

milling and mill/turn tasks can 
be programmed perfectly and 
precisely with hyperMILL.

“After you decide to purchase 
a new CNC machine, it is 
essential to get the software, 
training and support required to 
make your investment pay off. 
Although 5-axis milling is one of 
the most challenging forms of CNC 
machining, Open Mind’s hyperMILL 
CAM software makes it possible for 
programmers to generate 5-axis NC programmes quickly and 
easily, with short machining times and high quality surface 
finish.”

“For this reason we have decided to cooperate with 
Open Mind Technologies to market their hyperMILL CAM 
solution in South Africa. Open Mind Technologies has a close 
working relationship with Mazak and they have many case 
studies where their CAM solutions have helped customers 
achieve cutting efficiencies. We have been the exclusive 
agent in South Africa and sub-Saharan Africa for Mazak 
CNC machine tools for the majority of the time since the 
company was established in 1990. Mazak is a leader in the 
design, manufacture and support of advanced machine tool 
equipment, including multi-tasking, 5-axis, milling, turning 
and automation solutions with the concept of Done In One, 
for all metal working industry segments,” said Peter Killian, 
Managing Director of Hi-Tech Machine Tools.

“5-axis programming does not need to be time-consuming 
or unreliable. Open Mind’s innovative 5-axis technology 
stands out clearly from other solutions due to its simple and 
user-friendly programming, reliable algorithms for collision 
detection and intelligent collision avoidance.”

Trend-setting 5-axis strategies
“CNC programming has historically caused bottlenecks in 

5-axis machining because of the complexities of the surface 
geometry and the many tool vectors. However, as CAM 
vendors continue to add features, programming is becoming 
more adept at creating efficient tool paths in less time. For 
example, some systems layer 5-axis features on top of a 
more familiar 3-axis functionality. You begin by generating 
a 3-axis programme as normal, and then add in the 5-axis 

moves where the tool is tilted away 
from adjacent surfaces and avoiding 
collisions.”

“The trendsetting 5-axis 
technology in hyperMILL can typically 
yield time savings of more than 25 
per cent while lowering tool wear 
and increasing contour accuracy 
for more cost-efficient production 
thanks to continuous machining. 

Challenging geometries such as high 
and steep walls require many different 

tool inclinations in precisely delineated 
milling areas.”

5-axis milling is standard
“5-axis simultaneous machining with hyperMILL 5-axis is 

based on what users are already familiar with: Milling with 
a tilted tool. Yet the machining process is now quicker, the 
surface results are better and programming is much less 
complicated. Thanks to easy programming with automatic 
collision checking and avoidance, this technology can also be 
used as a solution for many standard milling jobs.”

“The latest versions of hyperMILL have a range of new 
features and enhancements including greater blending 
capabilities, 3D-optimised roughing and finishing, global 
fitting, rotational abilities for CAD electrode applications and 
virtual machining simulation. Developed with Industry 4.0 
in mind, hyperMILL Virtual Machining enables constant real 
time bi-directional communication between the machine 
tool controller and a remote hyperMILL Virtual Machining 
simulation, significantly improving manufacturing workflow.”

“Headquartered in Germany, Open Mind is one of the 
world’s leading developers of powerful CAD/ CAM solutions 
for machine and controller-independent programming. The 
company develops optimised CAD/ CAM solutions that include 
many innovative features unavailable elsewhere, to deliver 
significantly higher performance in both programming and 
machining. Strategies such as 2.5D, 3D, as well as 5-axis 
milling, mill/turning, and machining operations like HSC 
and HPC, are efficiently designed into the hyperMILL® CAM 
system, providing maximum user benefit and compatibility 
with all current CAD solutions and extensive programming 
automation.”

“The Mazatrol SmoothX CNC works in synergy with Open 
Mind’s hyperMILL.”

“We look forward to offering our clients and other 
5-axis machine users a CAD solution for a broad spectrum 
of machining strategies for surfaces, cavities and special 
machining tasks. This includes familiar 3D strategies such as 
Z-level machining or rest machining and 5-axis shape offset 
roughing and finishing for simple and timesaving programming 
of shaped and wrapped surfaces. All 5-axis strategies are 
available in the hyperMILL® interface.”

For further details contact Hi-Tech Machine Tools on  
TEL: 011 608 0088 or visit wwwhitech.co.za

High Tech Machine Tools to cooperate 
with Open Mind to market  
hyperMILL CAM solution
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The range is an extension of its IQ concept, the new 
Logiq range offers an array of machining solutions for 
applications in parting off, turning, milling and drilling.

Iscar has introduced a new range of cutting tools designed 
to make the most out of manufacturing advances promised 
by the fourth 
industrial 
revolution. This 
new ‘Chess 
Line’ series of 
cutting tools 
is intended to 
be fit for the 
coming era of 
Industry 4.0 
and the smart 
factory. At its 
Logiq product 
launch held 
recently to 
an audience 
of over 600 
distributors, 
customers and 
Iscar personnel, 
Jacob Harpaz, 
Iscar’s CEO, 
spelled out 
how the 
digital domain 
will impact 
manufacturing 
and how Iscar’s 

new range of cutting tools will have an on productivity and 
costs.

“Developments such as electric vehicles and powertrains 
in large volumes, additive manufacturing and cyber 
connectivity will mean significant changes in the style of 

machining and 
the materials 
being used. 
Workpieces will 
be produced 
more commonly 
at near net 
shapes for final 
machining and 
finishing,” said 
Harpaz.

“By 2030 
there will be 
big changes in 
the automotive 
sector, for 
example. The 
major OEMs 
are moving 
away from 
the internal 
combustion 
engine, which 
will mean much 
less metal 
removal will be 
required. There 
will be wider use 

Adding Logiq to the  
Iscar range

Over 600 delegates attended the launch of Iscar’s new Logiq range of cutting tools. One lucky 
delegate – Morne Steenkamp - walked away with a trailer.  He is seen with Franco Jacobs of Iscar SA, 

Jacob Harpaz, the IMC Group and Iscar’s CEO and Gavin Adams



METALWORKING NEWS   V 17.3  July 2018   19

of composite materials and the introduction of 3D 
printing will also mean less metal removal. At Iscar 
we are preparing for these changes. Cutting tools 
will have to adapt to remove less metal but at much 
faster speeds and feeds,” explained Harpaz.

“The cutting tool can have a huge impact 
on productivity. Not every company can buy the 
latest machine tools but changing to our cutters 
means the tools can run at very high speeds with a 
minimum of downtime. Iscar’s new tools will enable 
machinists to perform metal cutting at a rate similar 
to that found in the woodworking industry,” said 
Harpaz.

“Industry 4.0’s impact will not just come through 
sophisticated new technology such as sensors, 
process monitoring and acquiring machining data, 
but in the integration of factories and the supply and 
distribution of consumables used in manufacturing 
and products leaving the factory,” according to 
Harpaz.

“Look at the impact that a company like Amazon 
has had on sales and marketing. We are moving 
into an era of e-commerce and distribution and 
inventories with vending machines. In the US, the 
large majority of our cutting tool sales come through 
our vending machine systems. Industry 4.0 is not 
just about cutting process data, tool monitoring and 
sensors – it’s also about the most efficient supply 
and distribution.”

“When it comes to innovation, Iscar has a long 
legacy of not standing still. 40% of its tools in its 
product lines are less than five years old. The new 
Logiq range reflects the company’s comprehensive 
portfolio of cutting tools made from numerous 
carbide grades, along with the cubic boron nitride 
(CBN), polycrystalline diamond, cermet and ceramic 
tools.”

“The application of Logiq has allowed the 
development and launch of multiple new cutting-
tool families, as well as existing tooling ranges 
to be further upgraded. New Logiq introductions 
include new cutting geometries and robust locking 
mechanisms that are said to guarantee stable, 
vibration-free machining with repeatability. The 
innovations have been designed to assist users in 
maximising equipment utilisation and optimising 
performance.”

Iscar’s Logiq indexable inserts are equipped with 
the latest chip formers and geometries that enable 
soft cuts to be achieved at high feed rates, says the 
company. Furthermore, Logiq solid-carbide tools have 
been developed with inventive designs that feature 
substantially increased anti-vibration characteristics, 
while the latest cemented carbide grades are said 
to reflect the company’s forward-looking philosophy 
and know-how in powder metallurgy and coating 
technologies. The Logiq tool-holding line includes 
heat-shrink and vibration-dampening devices that 
have been designed to improve performance in areas 
where tool rigidity is a critical parameter.

Logiq turning applications offer a range of new 
Iscar solutions that enable a decrease in machining 
loads and the production of thinner and wider chips. Iscar’s 
Logiq developments also help to resolve vibration issues and 
improve coolant flow capabilities. Last but not least, drilling 
tool concepts delivered by Logiq enable significant productivity 
gains, high-accuracy capabilities and repeatability, claims Iscar.

There are four main product areas in the new Logiq range 
reflecting tools designed for different applications: LogiqGrip, 
LogiqTurn, LogiqMill and LogiqDrill.

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

 Delegates that attended the all day seminar included Alroy Savides of  
PBS Machine Tools, Vaughn Hanwith Horden of F&H Machine Tools,  

Daniel Jeronimo of Archie Engineering with Paul Savides and Klaas Salomons, 
both of PBS Machine Tools

Wayne Webb of Metrotool, Matthew Mayhew of Matthew & Son,  
Chris Killian of Hi-Tech Machine Tools and Daniel Haas of Metrotool

Jundre Potgieter of Stucmac, Savon Maroun of Mikor, Jacque Prinsloo of Software 
Development with Kevin Redpath and Ronald Behr, both of Steel Services
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ArcelorMittal’s South Africa unit will sell its 50 per cent 
stake in trading and shipping company MIHBV to its 
joint venture partner Macsteel Holdings Luxembourg 

(MacHold) for $220 million, the steel maker said recently. The 
proposed transaction, which is subject to several conditions, 
will be consummated through a sale of shares agreement. One 
of the conditions includes AMSA and MIHBV entering into a 
four-year marketing agreement following the transaction.

AMSA has been hinting at a sale of MIHBV for several 
months, owing to balance sheet pressures at the JSE listed 
company, which has failed to deliver a profit since 2010. 
Last year, the JSE listed steelmaker declared a headline loss 
of R2.52 billion for the year to December 31, 2017, having 
reported a loss of R2.59 billion in 2016. During 2017, AMSA’s 
net borrowings also surged to R3.2 billion from R290 million 
in the previous year.

“The proceeds of the sale will significantly strengthen the 
balance sheet of ArcelorMittal South Africa and will be used 
to fund working capital requirements and investments in the 
operating businesses,” ArcelorMittal SA Chief Executive Kobus 

Verster said in a statement.
MacHold already holds a 50 per cent stake in MIHBV, 

which is engaged in steel trading and shipping. The other 50 
per cent is held by ArcelorMittal SA.

“In the early years, most of the steel for the joint venture 
was sourced from ArcelorMittal South Africa. Today, while it 
remains an important source of steel products, ArcelorMittal 
SA supplies less than 20 per cent of the total tonnages traded 
and less than two per cent of volumes shipped by MIHBV,” 
said Verster.

“The investment is no longer considered to be a core asset 
and we have decided to dispose of our interest,” he said. 

AMSA is also assessing prospects for the sale of other 
noncore assets, including Consolidated Wire Industries. 
However, it has no intention of exiting its core steelmaking 
operations at Vanderbijlpark, Newcastle and Saldanha Bay.

Last year, the company initiated discussions with its 
employees in relation to the redeployment of some staff from 
lossmaking operations to other parts of the business. The 
company employs around 13 000 people.

ArcelorMittal SA to sell  
Macsteel stake

The proceeds of the sale will be used to fund working capital requirements 
and investments in the operating businesses.

The first Innovations in Industry 
Technical Conference will 
take place at Nelson Mandela 

University on Friday 7 September 
2018. This event will focus on sharing 
applications of new technology 
being used in the South African 
manufacturing arena.

Presentations throughout the day 
on latest technology will include topics 
such as metal additive manufacturing, 
designing for additive manufacturing, 

optimisation and automotive design and lightweighting.
“In this first of its kind event we want to demystify these 

new technologies and showcase local initiatives that are 
already happening, and to get the market excited about the 
capabilities available to us right now,” explains Clive Hands, 
Engineering Lecturer at Nelson Mandela University.

Some of the speakers already confirmed for the event 
include Dr Royston Jones, VP European Operations and 

Global CTO at Altair Engineering, Jaco 
Heunis from Jendamark Automation, 
Dr Anton du Plessis from CT Scan 
facility at Stellenbosch University and 
Michael Stephen, race engineer and 
driver at Terry Moss Racing.

“We are securing speakers for a 
world-class agenda for this event and 
are convinced that we can enable 
and accelerate the innovation that is 
critical to local industries. Seating is 
limited so we’d suggest that anyone 

interested in attending secure their spot soon,” said Hands.
For more information on the Innovation in Industry 

Conference, including exhibition opportunities, please visit 
http://iic.mandela.ac.za. SAIMechE members attending will 
qualify for 1 CPD point. There is no cost to attend the event.

For more information contact Clive Hands of NMU on 
email clive.hands@mandela.ac.za or email Fiona Richardson 
frichardson@altair.co.za 

Showcasing local manufacturing  
initiatives using the latest technology tools

Presentations throughout the day on latest technology will include topics  
such as metal additive manufacturing, designing for additive manufacturing, 

optimisation and automotive design and lightweighting
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Following last year’s 
launch of PrimeTurning 
methodology and tools for 

external turning operations, 
Sandvik Coromant held an 
event at Hi-Tech Machine Tools, 
the exclusive agents for Mazak 
CNC machine tools in South 
Africa, to introduce the new 
tooling and allow delegates to 
actually see the tooling operate 
on the latest Mazak CNC 
machine tools. 

Revolutionary in concept – 
it might even be called radical – 
the PrimeTurning methodology 
could very well turn turning on 
its head. Sandvik Coromant’s 
PrimeTurning process 
allows turning and facing 
in all directions, delivering 
dramatic increases in high 
volume production. Cycle time 
reductions of 50% or more can 
be achieved.

Sandvik Coromant refers 
to PrimeTurning as an “all-
directional” 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.

Sandvik’s Prime Turning Open Day  
held at Hi-Tech Machine Tools

Filipe Dos Santos and Jesse Bohn, both of Perfection Tool & Die, 
Craig du Toit and Sid Sacks of Turnstar with Keaton Golding  

of Perfection Tool & Die 

Johnny Bian and Cosmin Bian, both of Nova Engineering  
with Peter Killian of Hi-Tech Machine Tools
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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 produces 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%. 
Since the launch of PrimeTurning Sandvik Coromant has 

also introduced a dedicated CoroTurn Prime SL head that 
makes this process available for internal turning operations. 
The new SL head will meet the needs of oil and gas, 
aerospace and other manufacturers that machine diameters 
in excess of 90mm and overhangs up to 8–10×D.

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

Grant Marshall of SA Metal, Hein Nel of Sandvik, Rafael Sanchez of 
Cor-Tech and Robert Young of SA Metal

Peter Schouten of Gear Pumps, Steve and Stefano Bothma of 
Superexel, TJ Pretorius of Sandvik, Simphiwe Gede of Rheinmetall 

Laingsdale and Jim Plester of TDM Solutions
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Invicta Holdings subsidiary Invicta SA Holdings has entered 
into an agreement to buy Forge Industrial Group, it has 
been announced. The value of the deal, which will entrench 

Invicta’s position in the industrial and engineering industry, 
was not disclosed. The acquisition will be complete after 
the fulfilment of certain conditions precedent, including 
Competition Commission approval.

The Forge Industrial Group includes a number of 
importers and distributors of engineering related products 
such as Toolquip & Allied, machine tools importing company 
F&H Machine Tools and industrial conveyer belting and 
related components company Belt Brokers.

The Forge Industrial Group formed part of the portfolio 
of private equity and capital management company 

Westbrooke Alternative Asset Management, which is owned 
by management, the Capricorn Capital Group and CapWest. 
Capricorn is an alternative asset manager with a focus 
on private equity and hedge funds. It is an associate of 
Yellowwoods, an international investment and insurance 
group, and an affiliate of the Hollard Insurance Group. After 
the disposal of Forge, Westbrooke will still have brands such 
as Coricraft, Dial-a-Bed, Mattress Factory, Sleepworld and the 
Volpes Linen Company in the portfolio.

The Forge Industrial Group was formed in 2011 when 
the commercial and industrial interests of Westbrooke were 
merged into one group. Toolquip and F&H Machine Tools have 
been in the Westbrooke stable since 2007. Forge companies 
are importers and distributors of engineering related 
products, machine tools and industrial conveyer belts and 
components. The company operates through 11 branches in 
South Africa, including three distribution centres in Gauteng, 
and sells more than 110 000 line items.

Invicta Holdings Limited is an investment holding 
company for a group of companies that wholesale and retail 
bearing and transmission equipment, agricultural machinery 
and spare parts for the automotive and agricultural 
industries.

Companies such as Bearing Man Group, Hyflo Group, 
Screen Doctor, Hansen Transmission, Man-Dirk Group, OST 
and Autobax are part of the group.

Forge will form part of Invicta SA’s Engineering Solutions 
Group.

Christo Wiese is a major investor in Invicta. In the 
aftermath of the Steinhoff debacle the Financial Times says 
this one Wiese-related entity has received little attention. 
Wiese is the largest shareholder of Invicta, holding more than 
a third of its ordinary shares, and is non-executive chairman. 
His son, Jacob Wiese, is also a non-executive director.

The article says Invicta is a holding company that primarily 
owns stakes in companies distributing industrial equipment 
to farmers and miners. Its annual reports are emblasoned 
with tractors, combine harvesters and men in hard hats.

But dig into the notes to its financial statements, and 
rather more surprising items appear, it continued. In fact, it 
might be the only company in the world whose annual reports 
have line items for both ‘golf cars’ and ‘credit-default swap 
derivatives’, it continued.

Invicta’s investment in credit-default swaps first appear 
on its balance sheet in its 2008 annual report. That year a 
R218 million ‘credit default swap derivative’ appears under 
its financial assets. The same amount is booked through its 
income and then netted out in expenses, right below the ‘golf 
cars’.

For further details visit www.forgegroup.co.za

Invicta SA Holdings to acquire  
Forge Industrial Group

Purchase includes the businesses of Toolquip & Allied and F&H Machine Tools.
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Naledi Forging is an exclusive and 
licensed distributor of imported MG 
Valdunes and MA steel forged wheels 

and related products in South Africa. It 
imports and supplies the South African 
market with solid steel forged wheels and 
related products. Solid steel forged wheels 
are a type of complete wheel that does not 
utilise a tyre. These products include freight 
and heavy haul forged wheels, passenger 
and locomotive forged wheels and wheel 
sets.

 DCD Ringrollers is active in the 
manufacture of solid metal tyres for rolling 
stock. Tyres are a component of a complete 
wheel, where tyres are fitted onto a wheel 
centre to form an alternative type of 
complete wheel used on trains.

The wheels upon which the tyres are 
fitted onto are typically used in mining and 
industrial applications, older generation 
rolling stocks, and light rail applications for the metro and tram 
sector.

The Commission found that the proposed transaction is 
unlikely to substantially prevent or lessen competition in South 
Africa. In addition, the proposed transaction does not raise any 
public interest concerns.

Naledi Forging is a member of the 100% black owned 
Naledi Inhlanganiso Group, a 100% black owned industrial 
group that was established in 2013. Naledi operates in 
the basic iron and steel manufacturing sector, focusing its 
operations on iron and steel manufacturing for the rail market 
sector. In 2012 Naledi, through a consortium that included the 
Industrial Development Corporation (IDC), acquired a majority 
stake in the then listed Dorbyl Ltd. The only operational 
division in Dorbyl at the time was Guestro Automotive and 
Machining. The company included the existing foundry 
operations - Naledi Foundry - in Benoni, Gauteng, which are 
currently undergoing a R100 million upgrade to equipment and 
processes.

In 2013 Naledi submitted a bid in a public tender process 
for the supply of 34” cast and/or forged train wagon wheels to 
Transnet Engineering, a division of Transnet SOC (Transnet).

After various stages of negotiations, the bid for the 
manufacture of forged wheels was awarded in September 

2014 and the final supply agreement was 
signed end of March 2015.

About DCD Ringrollers
Ringrollers is a manufacturer of railway 

forged tyres, exporting about 55% of its 
manufactured products to 42 countries. 
The company is ISO 9001:2000 accredited 
and has created a niche market for itself by 
adhering to strict quality control measures 
and standards.

The company provides a service to the 
rolling stock, mining and industrial markets 
by producing railway tyres and tram 
tyres for long-distance national railways, 
underground railway tyres for different 
types of mining operations and light railway 
tyres for the metro and tram sector.

The company also supplies specialised 
flanges and forgings for petrochemical and 
other industrial concerns, including large 

project-based contracts for fabricators and project engineers. 
The engineering industry in general benefits from a variety of 
forged products such as seamless steel rings used for bearings 
and gear blanks, off-road vehicle rims, wind tower flanges and 
components for general industrial applications.

The company is OHSAS 18001 accredited and also carries 
product accreditation from numerous organisations including 
British Rail, Deutsche Bahn, Aramco and the American 
Petroleum Institute (API).

R380 million to expand forged-products capacity
In 2012 DCD invested in a new R380 million manufacturing 

facility in Vereeniging to serve its forged-product operation, 
DCD Ringrollers. 

The 14 000m² plant increased production capacity for all 
forged steel, carbon and alloy products by 50% to 30 000 tons 
per year.

Investment in machining capacity at Naledi Ringrollers
As part of its localisation programme the Naledi Group 

will invest an estimated R180 million to improve the quality 
systems and machining capability in the Ringrollers facility. 
This investment will ensure viable production of quality 
products to the African and international markets.

For further details contact Naledi Forgings on  
TEL: 011 845 1546 or visit www.ni-forge.co.za

Competition Commission  
approves Naledi Forging’s acquisition 

of DCD Ringrollers 
 

The Commission has recommended to the Tribunal that the proposed merger be approved,  
without conditions, whereby Naledi Forging intends to acquire 

DCD Ringrollers, a division of the DCD Group.

As part of its localisation programme the Naledi Group will invest an estimated R180 million  
to improve the quality systems and machining capability in the Ringrollers facility.
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Imagine a hobby that enhances your appreciation of topics 
as diverse as local legends, inventions, nature and the 
environment. One, in whose pursuance you never stop 

learning. The South African Mint, a subsidiary of the South 
African Reserve Bank, has been curating and presenting to 
the world the country’s rich tapestry of culture and history - of 
which it is the custodian - via a series of coins that reflect 
interpretations of the past and present.

 The South African Mint produces legal tender circulation 
coins, investment coins, as well as a range of limited edition 
collectable coins in premium precious metals as well 
as more affordable metal alloys. In executing its 
strategy, the Mint proudly collaborates with 
local artists to bring to life its diverse portfolio 
of commemorative and collectable coins.

 Led by Richard Stone, the Mint’s 
product development team is responsible 
for seeing each coin through the 
rigorous theme conception, design and 
ultimately, the Cabinet approval process. 
As collectable coins are legal tender, new 
designs must be authorised by the South 
African Cabinet.

 In the world of collectable coins, looks 
sell. The Mint’s ornate rendition on coins boasts 
of rich diversity of themes from South 
African Inventions to Biosphere Reserves. 
Last year the Mint launched a sterling 
silver commemorative coin celebrating the 
50th anniversary of the world’s first successful 
human heart transplant as well as full colour 
silver, laser printed coins featuring the birds 
and flowers of biosphere reserves both of 
which proved to be highly popular among 
new coin collectors.

 These and other popular coins, 
which have been produced by Stone’s 
team, are beautiful collectors’ pieces that 
inspire pride in South Africa. “Our products 
are conversation starters. When you hold 
one of our coins, you cannot help but share 
the story. Our cross-disciplinary collaborations 
with different industries and artists has 
also elevated our designs into a fine art 
form – opening an entirely new revenue 
stream, gifting. “Coins are increasingly 
being considered for gifting, given they are 
permanent in nature,” says Stone.

 The Celebrating South Africa series, which was introduced 
by the Mint in 2017 to commemorate South Africa’s various 
symbols of Freedom, Democracy and Culture, was one such 
opportunity that allowed for a collaboration with a local 
designer.

 Contemporary illustrator and multi-disciplinary graphic 
artist, Sindiso Nyoni was commissioned to design the portraits 
of Nelson Mandela, featured on the new 2018 Mandela 
Centenary coins, as well as the portraits of OR Tambo, 
featured on last year’s issue commemorating his centenary. 
Nyoni’s association with the Mint dates back to 2015, when 
he was commissioned to design three silver medallions to 

celebrate 100 years of the Johannesburg Art Gallery (JAG).
  “It has been an honour for me to be invited to celebrate 

our heroes. Immersing myself in the life and times of 
Mandela provided me with clarity of thought and sparked the 
inspiration that stayed with me throughout this collaboration,” 
says Nyoni.

 Nyoni’s artistry brings out Mandela’s youth and his 
statesman like disposition with effortless skill applied with so 
much sincerity, it gives the designs a life like demeanour.

 
“As part of the collaborative creative process, 

our own design team which includes Lilian 
Guerra, our senior design artist, the die-

development team and myself, then 
translate drawings we receive as part of 
our coin programmes into a base relief 
model. The team likes to present a fresh 
take, to keep things relevant and give it 
currency so it appeals to new collectors 
and old,” adds Stone.  

 Over the years, minting technology has 
evolved from using a hammer and anvil to 

the most current technology where hydraulic 
presses are used to strike the coins. 
While the average South African is only 
concerned if the vending machine will 
accept the coin or not, coin collectors and 

numismatists are very interested in the minting 
process.

 Coin collectors are in the game for pride 
and accomplishment more than return on 
investment. So designs must not only meet 
their expectations as far as craftsmanship 
and quality are concerned but also stand 
up to durability and be relevant to the 
times.

 “Whether your interests are thematic, 
or piqued more by the metallurgy or universal 

appeal of certain coin series, our offering 
caters to any collector’s tastes. We also make 

coins in bronze, silver and circulation 
coins in proof quality so you really 
don’t have to be wealthy to start a coin 
collection,” says Stone in conclusion.

 “We view our coins as global ambassadors of South Africa 
and its heritage. In creating our coins, we tell stories about 
our country, our people and our legacy – these stories are 
always uniquely South African, yet they resonate universally 
around the world.”

 The full 2018 Mandela Centenary coin range comprises 
of a 1 oz (24ct) gold R500 coin, a 1 oz sterling-silver R50 
coin, and a bronze alloy R50 coin which are all available for 
purchase at the South African Mint in Centurion, Elegance 
Jewellers in Melrose Arch as well as various weekend pop-up 
shops in malls across the country (visit www.samint.co.za 
for more information). The R5 circulation coin will also be 
available in July.

South African Mint releases  
Mandela Centenary coin range

The 2018 Mandela Centenary coin range  
comprises a 1 oz sterling-silver R50 coin

The 2018 Mandela Centenary coin range  
also comprises a bronze alloy R50 coin
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Whether you are in the 
metalworking, foundry, 
surface treatment or wire 

and tube industries, along with 
many other industries, you will need 
water during some stage of your 
manufacturing process. However, 
rising water, energy and waste 
management costs continue to 
increase and this affects the overall 
operating costs of your business. 

Regulations are becoming more 
stringent

With increasing pressure from 
government departments and the 
introduction of new environmental 
laws, companies must remain 
compliant with tightening wastewater 
treatment, handling and disposal 
regulations. The introduction of 
acts and laws that cover clean 
water, resource conservation and 
recovery and safe drinking water by 
local municipalities are now being 
enforced with vigour. Companies 
must take note and introduce 

water reuse and recycling systems into their manufacturing 
operations so as to adhere to these laws and acts rather than 
allowing it to become an easy revenue stream for these state 
and local departments to administer fines and penalties.

“These issues have caused manufacturers to consider 
more affordable, yet effective, alternatives for water reuse 
and recycling. For example, machine shops are looking more 
closely at the efficiency of the equipment they use to deal 
with oily wastewater created by tramp oils in coolant sumps as 
well as vibratory equipment, floor scrubbers and so on,” says 
Brandon Mew, Director of Water Solutions & Innovations. 

Locally manufactured evaporator units
“Recognising this, Water Solutions & Innovations has 

designed and manufactured a range of evaporator units for 
the South African market.”

“We teamed up with Chemical Engineer Freddie van der 
Merwe and Dr Eric Hoffman so that we could develop a cost-
effective water recycling system. Most engineering companies 
in South Africa operate equipment that needs some form of 
coolant when machining, shaping or cutting the various metals 
such as aluminium, iron, steel, copper and other non-ferrous 
metals.” 

Locally manufactured evaporator 
units reduce the cost of water recycling 

and coolant disposal
Wastewater treatment has become an increasingly  

critical component of manufacturing operations.



“When you consider that machine coolant is approximately 95 per cent water, 
they are paying to dispose of water that in essence can be very  

effectively recycled for the company’s own reuse. Hence we decided  
on the evaporator technology. Although not a new technology, the cost of 

importing the equipment to manage the coolant and water waste stream has 
become exorbitant and we felt we could manufacture a machine locally.”
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“Most companies processing these materials will face 
the problem of how to dispose of coolant contaminated with 
oil. This coolant has to be packaged, labeled and sent to a 
proper hazardous waste disposal site at an extreme cost to 
the company.”

“When you consider that machine coolant is approximately 
95 per cent water, they are paying to dispose of water that in 
essence can be very effectively recycled for the company’s 
own reuse. Hence we decided on the evaporator technology. 
Although not a new technology, the cost of importing the 
equipment to manage the coolant and water waste stream 
has become exorbitant and we felt we could manufacture a 
machine locally.”

“Evaporation is a natural phenomenon recognised as a 
clean separation technology in the treatment of wastewater. 
Traditional atmospheric evaporators using direct heating 
methods are inefficient and expensive to operate. Conversely, 
our evaporators create a vacuum to lower the boiling point 
of the water. This is a more efficient way to evaporate the 
wastewater, thus lowering the system’s operating costs. Also, 
no emissions are discharged into the atmosphere because it 
is a closed-loop system,” explained Mew.

Technology
“The evaporator utilises the process of vacuum induced 

evaporation (VIE), which as I said previously, lowers the fluid 
boiling temperature (boiling point) thereby allowing the vapour 
pressure to overcome atmospheric pressure and start the 
boiling process,” said Dr Eric Hoffman, Managing Director of 
Chemical Solutions & Innovations.

“Mechanical vapour recompression (MVR) is used to 
superheat vapour generated in the boiler. The superheated 
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The final total that will be paid out will be between R80 
million and R111 million. 
“The final total consideration, to be paid out of existing 

facilities and future cash flow, will depend on Boltworld’s profit 
for the 12 months to June 30 2018,” said the listed industrial 
and automotive consumable products distributor.

The final amount will include R24 million for inventory, an 
amount Hudaco said is in excess of normal requirements.

“The consideration paid for inventory was discounted from 
original cost taking into account the period over which it is 
likely to be sold, based on historical sales patterns,” Huduco 
said.

According to Huduco, Boltword will be integrated into the 
company’s existing fastener division Rutherford.

Competition Commission conditions
However, the Competition Commission has approved the 

acquisition, with conditions.
The Commission found that the proposed merger raised 

employment concerns as the merging parties proposed to 
retrench a number of employees arising from duplications 
of certain roles. However, the merging parties were not able 
to demonstrate that the retrenchments proposed had been 
determined subject to a rational process and pursuant to 

consultation with the affected employees. The Commission 
was particularly concerned that some of the employees 
earmarked for retrenchment were semi-skilled or unskilled 
workers who would struggle to find alternative employment in 
the short-term.

In order to address this concern, the Commission 
approved the proposed merger subject to conditions placing 
a moratorium on merger specific retrenchments for a period 
of two years from the date of implementation of the proposed 
merger. In addition, the proposed transaction does not raise 
any other public interest concerns.

Hudaco 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.

Last year in May Hudaco announced that it had acquired 
dished end manufacturer Dished End for a maximum of R79 
million. An initial payment of R36 million was made for the 
company and the final total purchase price would depend on 
the average profits over a three-year earn-out period.

Hudaco acquires Boltworld
JSE listed Hudaco Industries Limited has announced that it has acquired the trading  

assets and liabilities of industrial fastener distributor Boltworld.  
The acquisition was effective since 1 June 2018.

vapour is conveyed through a specialised vacuum pump to a 
condenser which recaptures the latent heat of the vapour and 
transfers the energy back to the boiler, thereby making this 
form of wastewater treatment highly cost effective.”

Process description
“Waste is fed from the main waste holding facility into the 

evaporator unit. A pre-filtration unit is optional. The liquid is 
heated to 88°C with electrical resistors in a boiler vessel and 
then a vacuum pump is activated to induce boiling conditions. 
Steam is then extracted from the boiling chamber and 
condensed in the main heat exchanger. A forced circulation 
loop recovers the energy back to the boiling chamber. 
Electrical resistors will remain off once optimum energy 
recovery is achieved and this causes the system to run off its 
internal energy and the only power consumed by the process 
is through the pumps. This operation allows the unit to treat 
basically any liquid waste at a very low operational cost of 
0.1kW/L.”

“The benefit of using evaporator technology to treat 
liquid waste is that it reduces the actual liquid waste to 10% 
of initial volume. This results in a large reduction in waste 
removal costs and environmental impact by 90%. Additionally 
the company can reuse the distillate in the plant for certain 
processes.”

“The unit sizes that we are manufacturing offer recovery 
rates from 100 to 700 litres per hour. However, larger units 
can be custom made upon customer request. The actual 
physical size of the smaller units is 1 200 x 2 400 x 2 100mm 
and the larger units are 1 500 x 3 000 x 2 100mm.”

“They are fully PLC controlled and only require minor 
maintenance procedures. Optional extras offered are a pre-oil 

skimmer to remove all surface oil from incoming liquid waste, 
a pH correction option to neutralise incoming waste to protect 
and extend equipment life, a post skimmer that removes all 
floating organics in the distillate and an auto cleaning option 
that will automatically chemical flush to reduce maintenance.”

“Executives of manufacturing entities should be concerned 
about wastewater treatment for many reasons, and the 
best way to turn genuine concern into effective solutions 
starts with an awareness of current options for wastewater 
treatment equipment.”

“Reasons such as improving a company’s working 
environment, employee morale and public image, as well as 
adhering to ISO initiatives, should be a standard operational 
procedure these days. By prioritising environmental awareness 
these efforts will promote a ‘green’ operation.”

“There is the bottom line issue as well. Companies 
should care about wastewater treatment and reuse because 
it enables them to cut operational costs and increase 
profitability. The goal should be to recycle coolant, wash 
water and other fluids internally to increase tool life, improve 
product quality, reduce maintenance and prolong the usage 
of working fluids. When the time comes to finally dispose of 
the fluids, companies have a smaller volume to get rid of, or a 
concentrated stream they can treat themselves for lower-cost 
handling.”

“In today’s world, there are many available options that 
make it possible for companies to do the right thing with 
their wastewater, both environmentally and from a business 
perspective,” concluded Mews.

For further details contact Chemical Solutions & 
Innovations on TEL: 011 392 2090 or visit  
www.csi-africa.co.za



The Toolmaking Association of South Africa (TASA) was 
established in 2004 as a representative body for the 
South African tool, die and mouldmaking (TDM) industry. 

TASA was established to address the South African TDM 
and precision machining industry, which had been losing 
significant capacity, and with it, its global competitiveness  
and ability to enhance job creation - all to the detriment of 
the manufacturing sector and the economy as a whole. At 
the time it was estimated that local companies satisfied less 
than 15% of the local and less than one per cent of global 
TDM demand as they had failed to adopt the technology 
and production efficiencies of their developed counterparts. 
Additionally ageing skills capacity in the sector was not 
replaced timeously, which led to a serious skills shortage in 
the TDM industry. 

TASA was constituted as a national body with 
representation from all provinces that have significant tool, die 
and mould making activities. Besides introducing a number 
of programmes to uplift the industry TASA also implemented 
the Intsimbi National Tooling Initiative, a multi-stakeholder 
initiative initiated by TASA and the Department of Trade and 
Industry (the dti) to rehabilitate the local TDM industry.

 However, as time moved on it became apparent that the 
association needed to broaden its scope and be all inclusive 
of the production technologies industries in South Africa. 
Hence the formation of Production Technologies Association 
of South Africa.

“The Board of Directors of the TASA have decided to 
emphasise that going forward it will represent the interests 
of the production technologies industry in South Africa and 
grow and strengthen the role of the Association,” stated 
John McEwan, the newly elected CEO of the Production 
Technologies Association of South Africa (PtSA).

“We have been mandated to implement a strategy to grow 
the Association, to strengthen the role of the Association on 
a national basis, and to expand the scope of the association 
to include all aspects of the production technologies industry. 
This will be achieved through a process of networking, 
partnerships and advocacy.”

“A formal announcement of the change of name of the 
Toolmaking Association of South Africa to the Production 
Technologies Association of South Africa (PtSA) was made at 
the networking evening held in March 2018 in the Western 
Cape. This name change is specifically intended to bring the 
Association in line with international practices and industry/
government terminology.”

For further details contact the PtSA on TEL: 021 931 0070 
or visit www.ptsaweb.co.za

TASA changes 
name to Production 

Technologies Association  
of South Africa

Decision is made to expand the scope  
of the association to include all aspects 
of the production technologies industry.
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The National 
Association 
of Automotive 

Component and 
Allied Manufacturers 
(NAACAM) has 
announced that 
the NAACAM Show 
2019 will be hosted 
by eThekwini 
Municipality in 
partnership with the 
Durban Automotive 
Cluster (DAC). This 
second iteration 
of the show will 
take place at the 
Durban International 
Convention Centre 
(ICC) on 12 - 14 
March 2019. 

The inaugural NAACAM Show held in April 2017 was 
supported and endorsed by the Department of Trade and 
Industry, the Original Equipment Manufacturers (OEM) 
Purchasing Council, Automotive Supply Chain Competitiveness 
Initiative (ASCCI), as well as National Association of 
Automobile Manufacturers of South Africa (NAAMSA) and 
National Union of Metalworkers of South Africa (NUMSA). 

The NAACAM Show 2017 enjoyed generous financial 
support from eThekwini Municipality, the Industrial 
Development Corporation (IDC) and Trade and Investment 
KwaZulu-Natal (TIKZN) amongst others. The conference 
hosted 1 304 delegates and 186 exhibitors, with 122 pre-
arranged buyer-supplier linkage meetings taking place, 
against the backdrop of 46 conference speakers, including 
two South African Ministers, and five internationally-based 
speakers. An exhibition highlight was the profiling of 38 
black-owned suppliers. Delegate feedback from 2017 was 
overwhelmingly positive, with nearly two-thirds of attendees 
finding the event to be better than similar events in South 
Africa, as well as being beneficial to themselves and their 
organisations.

A key objective of the NAACAM Show 2019 is to deliver 
significant localisation benefits for participants. The South 

African Automotive 
Masterplan has a 
vision of significantly 
deepening the local 
content from the 
current level of 40%, 
to 60% by 2035, 
and increasing 
production volumes 
from the 600 000 to 
1,2 million vehicles 
by 2035. In terms 
of providing direct 
support to promote 
localisation at the 
Show, attendees 
can look forward to 
securing meetings 
with local firms 
which have product 

and/or process 
technologies to localise components, through the Durban 
Automotive Cluster (DAC) National Localisation Indaba (NLI). 
Prioritised support will be granted to components, which may 
be localised at model facelift or changeover, between 2020 
and 2023. Through the DAC NLI, participants may arrange 
one on one meetings with foreign firms that have an interest 
in partnering with or investing in South African automotive 
component manufacturers.

The NAACAM Show aims to become the premier 
automotive manufacturing growth, technology, transformation 
and stakeholder engagement forum in Africa. The 2019 
version carries the support and endorsement of the 
Department of Trade and Industry, the Original Equipment 
Manufacturers (OEMs), Automotive Supply Chain 
Competitiveness Initiative (ASCCI), as well as the National 
Association of Automobile Manufacturers of South Africa 
(NAAMSA) and National Union of Metalworkers of South Africa 
(NUMSA).

Bookings were due to open in late May 2018. If you are 
interested in receiving early notification and first sight of the 
finalised exhibition floor plan, please contact the NAACAM 
Show Project Management team on TEL: 031 764 6100 or 
email info@naacamshow.co.za or visit www.naacamshow.co.za

NAACAM show to be held in 
Durban in 2019
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The Competition Tribunal has confirmed a R40 million 
settlement agreement with wire and steel manufacturer 
Cape Gate, following the company’s admission of price 

fixing, dividing markets and collusive tendering in respect of 
lightly galvanised wire, nails, wire and various wire products.

The Competition Commission has welcomed the 
confirmation by the Tribunal as an order for the fine of R40 
million. 

Cape Gate agreed to the fine for cartel conduct after 
the company admitted that it contravened the Competition 
Act through its involvement in price fixing, dividing markets 
and collusive tendering in relation to wire and wire related 
products.

In calculating an appropriate settlement amount, the 
Commission submitted to the Tribunal that it had taken into 
account significant mitigating factors, as well as the current 
challenges in the wire industry.

Cape Gate has undertaken to continue cooperating with 
the Commission in its prosecution of the remaining companies 
accused of collusive conduct.

Case details
In 2009 the Commission referred to the Competition 

Tribunal a cartel case for prosecution against Cape Gate, 
Allens Meshco, Hendok, Wireforce Steelbar, Agriwire, Agriwire 

North, Agriwire Upington, Cape Wire, Forest Wire, Independent 
Galvanising and Associated Wire Industries and Consolidated 
Wire Industries.

The Commission found that the companies allocated 
customers from 2006 to 2008 by agreeing not to target each 
other’s customers.

The investigation also revealed that the companies 
tendered collusively, in certain instances, from 2001 to 
2008 by co-ordinating their respective bids to supply cable 
armouring. The bids involving Cape Gate related to Harmony 
Gold and Malasela Technologies tenders.

Background
The case, which dates back to 2009, has been prolonged 

by numerous legal challenges, which have taken the parties 
through various courts, including the Supreme Court of 
Appeal. Cape Gate admitted its involvement in the alleged 
collusion almost nine years ago and has, thereafter, assisted 
the Commission in its prosecution of the matter by providing 
further evidence and testimony as well as supporting the 
Commission in certain other legal processes related to matter.

While Consolidated Wire Industries Limited applied for 
leniency in terms of the Commission’s Corporate Leniency 
Policy, the case against the other accused companies 
continues to be litigated.

Cape Gate fined R40 million  
for cartel conduct
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South Africa’s Competition Commission has approved 
the proposed merger, with conditions, whereby Amsted 
Rail Company Inc. (Amsted) intends to acquire the Cast 

Products Division of Scaw South Africa (Pty) Ltd (Cast Products 
SA).

Amsted is an American company, ultimately a wholly-
owned subsidiary of Amsted Industries Incorporated. Amsted 
Industries is a diversified global manufacturer of industrial 
components serving primarily the railroad, vehicular and 
construction and building markets.

Cast Products SA is a company incorporated by the 
Industrial Development Corporation of South Africa (IDC), 
to which the cast products division (Cast Products) of Scaw 
South Africa (Pty) Ltd (Scaw) will be transferred, prior to the 
implementation of the proposed transaction. Cast Products SA 
does not currently own any firms.

The Commission approves the proposed transaction on 

condition that the merged entity may not, as a result of the 
proposed merger, retrench any employees in South Africa 
for 18 months after the implementation date of the merger. 
In addition, any employees of the merging parties that may 
be retrenched following the 18 month period shall be the 
first to be offered employment if vacancies arise within the 
merged entity and this must occur before vacant positions 
are advertised externally. This preferential employment will 
continue for a period of 12 months after the expiry of the 
moratorium on job losses.

Cast Products South Africa’s head office will continue to 
operate from its existing offices and facilities in Germiston, 
Gauteng and there will be no changes to its other foundry 
facilities - Boksburg Foundry and Eclipse East Foundry.

Cast Products South Africa is a leading manufacturer of 
specialised, high quality cast products used in the mining, 
railway, power and general engineering industries and 

produces castings with a finished weight of 30 
tons. Cast Products South Africa comprises of four 
foundries and is one of the largest foundry groups 
in the Southern Hemisphere.

This extensive foundry network enables Cast 
Products South Africa to streamline production 
of a wide variety of products, including large 
girth gear segments, large high chromium iron 
coal pulverising wear parts, mill liners, slag pots, 
locomotive frames, bogie castings, couplers 
and drawgear as well as cast monoblock railway 
wheels. Products included in the large girth gear 
segment include high carbon, high chromium and 
abrasion resisting coal girth gears. Girth gears 
are cast in either one piece, halves, quarters and 
occasionally in fifths. Each individual segment 
may weigh between seven and 25 tons.

Visit www.castproducts.co.za to find out more 
about the company.

Competition Commission approves 
Amsted Rail Company Inc’s merger with the  
Cast Products Division of Scaw SA (Pty) Ltd
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South Africa is proposing automakers including Toyota, 
Ford and BMW AG more than double production in 
return for tax breaks so generous that the companies 

can ship the cars all the way to Europe.
The auto industry accounts for about 7% of South 

Africa’s gross domestic product and has been one of the few 
highlights of a period of sluggish economic growth, according 
to the National Association of Automobile Manufacturers 
of South Africa. That can be put down to a state-incentive 
programme that expires at the end of 2020, which both the 
carmakers and Trade and Industry Minister Rob Davies are 
keen to extend for another 15 years.

At stake is a potential reversal of a steady flow of new 
investment by carmakers. BMW has spent more than R6 
billion on a plant in Rosslyn, north of Pretoria, and recently 
started production of the X3 sports utility vehicle at the site, 
the first time it’s been made outside the US. Volkswagen 
and Nissan both announced major expansion plans in 2015, 
while China’s Beijing Automotive International is constructing 
an R11 billion facility in the coastal city of Port Elizabeth.

With talks under way, the two parties are at odds on a 
number of issues, especially the state’s targets for what it 
wants the industry to achieve by 2035, according to Naamsa 
Director Nico Vermeulen. A production increase over that 
period to 1% of global output, or as many as 1.5 million 
vehicles a year, is overambitious, he said. South Africa 
produced about 600 000 units in 2017, the majority for 
export, and Naamsa forecasts an increase to 850 000 in 
2020.

“The levels of support proposed are inadequate and 
insufficient to realise the ambitious targets,” Vermeulen said 
by phone from Pretoria. “We need internationally competitive 
levels of support.”

A second point of contention in the negotiations is a 
government demand for the automakers to double the size 
of their combined workforce to about 225 000, a move that 
would help ease South Africa’s unemployment rate of 26.7%. 
That’s unrealistic given the global industry’s shift toward 
robotics and automation, Vermeulen said. The manufacturers 
are committed to increasing production and employment if 

the incentives are adequate, he said, but are reluctant to 
agree to specific targets.

“What we are saying to government is: ‘Let’s work closely 
together on a programme that’s going to keep us active 
in the country,’” BMW South Africa Chief Executive Officer 
Tim Abbott said in an interview. “We are a long way from 
our customers,” he said, referring to export markets. “In a 
majority of cases we’re about 9 000 kilometres away. The 
logistics costs are much higher, therefore we have to make 
sure a programme is in place that helps us sustain our 
business.”

Speaking in Port Elizabeth, where Volkswagen is the 

biggest employer, Trade and Industry Minister Rob Davies 
said he’s “more or less at the point where we will take a 
decision as to what the government programme will be.” 
There will be some changes to the present programme, 
such as deepening the incentives related to component 
manufacturing, though it will build on the present framework, 
he said.

Overlapping elements
Losing carmakers would deliver an economic blow to 

South Africa, which must be careful to avoid a scenario 
similar to what’s unfolded in Australia, according to 
BMW’s Abbott. General Motors, Ford and Toyota have all 
closed plants in Australia over the past two years, leading 
to hundreds of job losses. That was mainly due to a 
strengthening currency and competition from lower-cost 
labour markets.

For the auto industry’s role in the economy to be 
sustained, an upgrade to the existing Automotive Production 
and Development Programme must be seen by the carmakers 
as a continuation of existing policy, according to Sam Rolland, 
an economist at Econometrix in Johannesburg.

“It’s likely that the replacement to the APDP will contain 
many elements similar to the current policy,” he said in an 
emailed response to questions. “This is to guarantee that 
carmakers investing in the country are able to adequately 
plan production lines, production inputs and workforce 
requirements.”

Carmakers in battle over  
government support plan

The parties are at odds on a number of issues – especially the state’s targets for  
what it wants the industry to achieve by 2035, Naamsa says.

A production increase over that period to 1% of global output,  

or as many as 1.5 million vehicles a year, is overambitious,  

said Naamsa Director Nico Vermeulen. South Africa produced  

about 600 000 units in 2017, the majority for export,  

and Naamsa forecasts an increase to 850 000 in 2020
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Engineering company, Parnis 
Manufacturing recently 
delivered a 23 ton, three 

metre single drum winder to a 
gold mining company in Canada. 
Parnis said the unit would be 
used as a man winder and service 
hoist, reaching depths of 2 000 
metres.

Manufacturing the winder 
using material that is safety 
critical, Parnis Manufacturing’s 
contribution was to profile and 
roll, fabricate and weld, inspect, 
machine and paint, among other 
specialist services.

Its quality systems, depth of expertise and range of heavy 
machinery are among the factors that have ensured its 
success in this field, according to Brian Berry, Works Manager 
at Parnis Manufacturing. 

“We work from drawings supplied by our customers, 
first inspecting the material to ensure that it complies with 
the specifications, and then preparing it for welding. This is 
essential to ensure an optimum quality result,” says Berry. 

Outlining the refurbishment process, Berry says the work 
includes stripping down, cleaning and building up of worn 
areas, as well as extensive machining.

“This is all done on the strength of comprehensive 
dimensional reports and in close consultation with the 
customer,” he adds. “The machining of the main winder shaft, 
for instance, requires the customisation of all the related 
components in line with new size requirements.”

Items like white metal bearings and seals have to be 
procured in accordance with the exacting tolerances of the 
reconditioned shaft. The facility even has capacity to refurbish 
double drum winders, which comprise clutching equipment, 
drum bushes, stub shafts and various other components.

“A critical element in the fabrication of the winder drum is 
our specialised welding and boilermaking skills.”

Boilermakers fabricated the drum using S355J2+N 
steel, a raw material that can be sourced either from a local 
supplier or imported - depending on availability and the 
demands of the project’s timeframe. 

“Winder manufacture is 
certainly a complex engineering 
task, with the final product 
comprising a drum, two brake 
carriers and two brake discs, 
as well as a shaft, gear box, 
couplings, bearings and bearing 
bases,” he says.

After the welding process 
is completed, the drum goes 
through full non-destructive 
testing (NDT) and dimensional 
inspection to ensure that 
it conforms to the drawing 
specifications, and that the 
requirements of the customer 

are met. This large component is 
then sent for stress relieving, after 
which the gussets and stiffeners 
are removed and another full 
NDT and dimensional inspection 
conducted.

“All this testing is done to 
ensure the integrity of the material 
has not been compromised at any 
stage during the manufacturing 
process. The large fabrication 
is then marked up to ensure 
machining allowances are within 

specification, and joint faces are 
pre-machined on the horizontal 
boring machines, making use of 

temporary holes. Parnis Manufacturing’s facility is equipped 
with horizontal borers that have capacities of up to 5.5 
metres longitudinal travel and a height of 2.5 metres,” says 
Berry. 

The drum is then assembled with temporary fasteners and 
is inspected once again. Following this process, it is set up for 
further pre-machining on the drum, leaving material for the 
final machining phase. 

“The drum is then dismantled and final machining of the 
joint faces with joint holes, is conducted. Final assembly is 
done once final machining using the vertical boring machine 
is done.”

Vertical boring capacity at Parnis Manufacturing extends 
to a table size of 4.5 metres, a turning diameter of 5.3 metres 
and a turning height of 3.2 metres, with a maximum load 
of up to 50 tons. Other equipment at the company’s facility 
includes milling machines with 4.5 metres longitudinal travel 
and a height of 1.8 metres, as well as overhead crane lifting 
capacity of 50 t (tandem).

Parnis Manufacturing tackles not only new winders, 
but also has an established track record for the repair and 
complete refurbishment of mine winders. 

“It is important to remember that customers expect the 
refurbished equipment to function as new, so our artisans 
and technicians must be at the top of their game to get 
the most out of our reconditioning facility. Where possible, 

we also work closely with original 
equipment manufacturers to ensure 
that the right quality procedures are 

followed to achieve the best quality 
result,” says Berry.

Parnis Manufacturing’s engineering 
capability covers the design, fabrication, 
machining and manufacture of medium 

to heavy equipment, which includes 
crushing equipment, mining skids, 
e-houses, mills and mill heads.

For further details contact 
Parnis Manufacturing on  
TEL: 011 613 3801 or visit  

www.parnismanufacturing.co.za

Parnis manufactures large mine winder 
for Canadian gold mine

The large mine winder that Parnis Manufacturing 
manufactured for a Canadian gold mine
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Scrap-based steelmaking company  reopened after nearly 
eight years of closure following a R550 million Turkish 
investment.

The company, based in Kuils River, Western Cape, was 
established in 1967. Murray and Roberts closed its doors 
eight years ago resulting in 360 job losses. In 2012, Turkish 
company DHT Holdings took ownership to expand and upgrade 
the steel plant, which produces steel from scrap. DHT have 
invested R550 million to expand and upgrade the steel plant 
and expects to produce 500 000 t/y.

The reopening of the Cisco factory follows the introduction 
of a trade directive that provides local steel mills with greater 
access to scrap metal, through a price preference system that 
favours local industry.

“Scrap metal, whether in our homes, workplaces and in 
trains and cars that are scrapped, is a national resource. 
Local foundries and steel mini-mills had been under pressure 
for a number of years due to unavailability of scrap metal, a 
vital feedstock, due to a surge in the export of scrap metal,” 
said Economic Development Minister Ebrahim Patel.

“For many years we have seen the exporting of scrap 
metal that is transformed into steel products that go into 
the infrastructure of other countries. Mr Turanli saw an 
opportunity to help South Africans take our scrap metal 
and turn it into steel products that we can use in our 

infrastructure,” he said.
“The company has invested R550 million, while the 

Industrial Development Corporation (IDC) has provided about 
R230 million. Here you have a combination of scrap lying 
around that can be used, finance from foreign investors and 
the IDC, know-how and workers ready to work.”

He said steel products that had been produced by Cisco 
since October had gone into local products in the Western 
Cape, as well as being exported to the US, Tanzania, Kenya, 
Mozambique, Namibia, Botswana, Zimbabwe and Uganda.

“The president had put a target for R100 billion fresh 
investment over the next five years so we can expand 
factories, mines, hotels and other workplaces to create jobs 
for South Africa’s people,” he said.

“We started this project in 2012 and have always had 
the support of the Economic Development Ministry. I was 
here prior to 2012. You said grab opportunities here. We are 
continuously working to add value to raw material sourced in 
South Africa,” said DHT president Dagistan Turanli.

The Turkish Ambassador to South Africa Elif Comoglu 
Ulgen said the investment by DHT was the second-largest 
investment by a Turkish firm in South Africa.

To date, 300 direct jobs and 120 indirect jobs have been 
created and 80 000 tons of steel have gone into local industry 
and exported. 

Cape Town Iron and Steel Works  
(Cisco) reopens
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“ANCA is a market leading manufacturer of high quality 
CNC tool and cutter grinders. ANCA has tool grinders 
to meet everything from large scale manufacturing to 

entry-level production 
requirements. ANCA 
is renowned for the 
flexibility of its tool 
design software 
and machines 
that enable you 
to produce a 
wide variety of 
complex tools. 
These include 
grinding of 
endmills, profile 
cutters, burrs and 
punches. ANCA’s 
tool grinders are 
the perfect choice 
for the production 
and resharpening of 
all your HSS and carbide 
cutting tools,” said Graeme 
Cooper, Sales Director of WD Hearn 
Machine Tools.

“ANCA is an incredible Australian success 
story, a high-tech advanced manufacturer with an 
enduring reputation for quality and performance. I look 
forward to strengthening ANCA’s 
position in our core markets 
and taking up the challenge of 
addressing new markets.” 

Among the ANCA grinding 
machine products that the 
company manufactures these 
include broach sharpening 
machines, carbide tool sharpening 
machines, cutter and reamer 
sharpening machines, reversible 
carbide tip grinding machines, tap 
grinding machines, tool and cutter 
sharpening machines, twist drill 
sharpening machines and universal 
tool and cutter grinding machines.

About ANCA
ANCA was established in 1974 

by Pat McCluskey and Pat Boland 
in Melbourne, Australia where the 
company still has its headquarters 
and manufacturing facility. Although 

the two engineers had different backgrounds - one academic 
and one technical and trade - their skills and experience 
were complementary, and they were like-minded in their 

drive to produce 
world-class CNC 
machines.

 In the early 
1980s, ANCA 
expanded by 
applying its 
high level 
engineering and 
mathematical 
skills used in 
programming, 
to develop 
complete 
machine tools. 
The company 
developed 

sophisticated 
CNC tool grinding 
machines by 

combining leading 
edge technology with 

operating simplicity.
 The decision to extend its operations launched the 

company into a major growth phase, which involved the 
construction of a sophisticated machine tool factory and 
the employment of highly skilled and specialised staff. 
Continued growth has been matched by investment in factory 
equipment, research and development and a sales support 
infrastructure.

 ANCA’s reputation for designing 
and building the highly capable 
and flexible CNCs used in the 
company’s range of tool grinders, 
led to the formation of ANCA 
Motion in 2008. ANCA Motion 
produces CNC Control Systems, 
IO Devices, Servo Drives and 
Motors to suit a range of 

Machine Tool and Motion Control 
applications.

ANCA has offices in the UK, 
Germany, China, Thailand, India, 
Japan, Brazil and the US.

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

WD Hearn appointed agents 
for ANCA tool and cutter CNC  

grinding machines
WD Hearn Machine Tools has signed an agreement to represent  

Australian machine tool manufacturer ANCA, in South Africa.
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South Africa’s automotive industry achieved total export 
sales of vehicles and components worth R164.9 billion 
last year, which represented almost 14 per cent of the 

total South African exports according to newspaper reports.
This enabled the domestic automotive industry to register 

its third consecutive annual trade surplus at R10.3 billion 
despite a 3.6 per cent decline in the total export value from 
R171.1 billion in 2016.

Norman Lamprecht, the executive manager of the National 
Association of Automobile Manufacturers of South Africa 
(Naamsa) and Automotive Industry Export Council, said recently 
the timing of new model launches towards the end of last year 
also impacted on vehicle exports, which declined by three per 
cent to 338 093 units last year from the record 344 821 units 
exported in 2016.

But Lamprecht, who was speaking at the launch of the 
2018 Automotive Export Manual that he produces, said this 
figure still comprised the third highest export level on record.

Morocco last year produced 345 000 passenger cars 
compared to the 331 000 produced in South Africa to overtake 
the domestic industry and become the largest producer of 
passenger vehicles on the African continent for the first time.

But Lamprecht did not believe Morocco posed a threat to 
South Africa’s automotive industry because it was about 16km 
from Europe and focused on that market rather than sub-
Saharan Africa.

Global footprint
Lamprecht said the South African automotive industry 

continued to strengthen its global export footprint. The number 
of export destinations with export values in excess of R1 million 
declined to 149 last year from 154 in 2016, but 22 countries 
recorded export values in excess of R1 billion and 68 countries 
in excess of R100 million.

Germany at R46.7 billion followed by the US at R18.8 
billion were the industry’s top export markets for South Africa. 
He said Africa remained a priority focus for the South African 
automotive industry and highlighted the enormous potential for 

growing vehicle demand in Africa.
Automotive exports to 40 African countries amounted to 

R29.7 billion or 18 per cent of the country’s total automotive 
exports of R164.9 billion last year. But Lamprecht said the 
motorisation rate at 42 per 1 000 persons, compared to the 
global average of 180 vehicles per 1 000 persons, remained 
the lowest in the world.

“Considering a population of more than 1.2 billion and 
a burgeoning middle class, there is enormous potential for 
growing vehicle demand on the continent.”

“We exported 22 000 vehicles to Africa last year. Five 
years ago we sold 80 000 vehicles, but we no longer have any 
exports to two major African countries since the doubling of 
import duties in Nigeria and import regulations in Algeria.”

“But 22 000 vehicles out of one million vehicles sold in 
Africa is two per cent. If we can increase that to 10 per cent you 
go to 220 000 vehicles,” he said.

Lamprecht says South Africa has one of the most 
competitive trading environments in the world. Consumers 
could choose from 53 passenger car brands and 3 236 model 
derivatives in 2017. In the light commercial vehicle segment 
there were 34 brands and 698 model derivatives available. 
This means South African car buyers were afforded the widest 
choice-to-market-size ratio anywhere in the world.

Catalyst
Nico Vermeulen, director of Naamsa, said the catalyst for 

the industry’s extraordinary export performance had been 
the Motor Industry Development Programme introduced in 
September 1995 and its successor, the Automotive Production 
and Development Programme introduced in 2015.

Vermeulen said that the post 2020 programme had not 
yet been finalised, but stressed that to sustain the industry’s 
remarkable and extraordinary export track, it was absolutely 
imperative it continued to enjoy globally competitive levels of 
incentives and support.

“If that is not the case, we will start losing to the likes of 
Morocco,” he said.

Total automotive revenue in the South African automotive business sphere 
amounted to more than R500 billion in 2017.

Car exports bring in R164 billion



As part of its international growth strategy, Russian rolling 
stock manufacturer Transmashholding (TMH) is to invest 
R500 million in a South African manufacturing facility 

through its newly acquired subsidiary, TMH Africa.
TMH Africa, which is 70% owned by TMH and 30% owned 

by empowerment partner Mjisa Investments, has acquired 
railing contractor DCD Rolling Stock and will modernise and 
develop the 42 000m² manufacturing facility, in Boksburg, 
Gauteng that was formerly owned by DCD.

TMH CEO Martin Vaujour said the investment will see the 
company position itself as a local manufacturing partner for 
global original equipment manufacturers, while developing the 
company’s own capacity.

TMH Africa CEO Jerome Boyet further highlighted that 
South Africa remains an attractive investment market owing 
to its stability and potential to grow into a large African and 
global market of choice.

South Africa, he added, will be used as an entry point for 
the rest of the African continent.

TMH plans to invest R50 billion across six countries, 
namely Argentina, Cuba, Egypt, Kazakhstan and South Africa, 
over the next five years.

TMH’s ‘go to’ market strategy for international markets, 
Boyet explained, is underpinned by the importance of 
partnerships and taking a long-term approach to investing.

Mjisa director Sam Bhembe said the opportunity to 
partner with TMH was unique, adding that TMH Africa will see 
the integration of its parent company into the local industrial 
industry, while deploying technologies and contributing to 
skills development.

Since 1944, DCD Rolling Stock has produced over 
130 000 wagons, 1 000 surface locomotives and 4 000 
underground locomotives and over 278 000 bogies.

DCD Rolling Stock  
offloaded to Russians
TMH to invest R500 million into South African  
rail manufacturing facility.

DCD Rolling Stock has recently spent R10 million on the 
installation of four Yaskawa Motoman robotic welding cells as  

part of a recapitalisation programme 
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Dreams take wing at  
The Airplane Factory – Turning your passion 

into a manufacturing business
Most people who own light aircraft buy them fully assembled, but this isn’t the only option.  

The Airplane Factory lets the buyer purchase their Sling type two or four-seat  
aircraft in kit form and lets them be the builder.

SHOPFRONT   FOCUS

Visit a typical metal fabrication shop and you’re likely to 
see more ways to shape, cut and join metals than you 
can count on two hands. Bending, punching, flaming, 

notching, sawing, welding and many more. In most small 
shops, the owners, managers and employees are regular 
guys who love to run machines and get their hands dirty, 
turning flat sheets of metal or straight lengths of tube into 
useful products. For many it’s not just work, but greatly 
satisfying work, turning raw materials into components or 
subassemblies that will become a finished product that 
someone wants or needs.

Visit an aircraft hangar and you’ll probably hear 
pilots telling stories about spectacular flights and using 
abbreviations and opaque terms that beg explanation, terms 
such as wind shear, stall speed, artificial horizon, VFR (visual 
flight rules), IFR (instrument flight rules), and the like. My 
best is ‘Deadhead’: A deadheading pilot or flight attendant is 
one who is repositioning as part of an on-duty assignment. 
Essentially, they're flying as a passenger while on duty. Crop 

dusting is another but you are going have to do some research 
on that one. 

Nevertheless, these pilots are also regular guys and they 
make a living or have a hobby that isn’t for the faint of heart. 
It takes more than a little courage to pilot a ‘vehicle’ on a 
lengthy trip that has to fight gravity every mile of the way, or 
land one in conditions that are testing knowing that you are in 
control of all those others that are on board your ‘vehicle’.

Since the Wright brothers’ first successful powered flight 
in a fixed-wing airplane, the aircraft industry has spawned 
a dizzying array of specialised airplanes, each with features 
that correspond to the needs of the aircraft’s role. Bombers 
have vast wing surfaces to develop the lift necessary to cart 
around thousands of tons of explosives. Fighters have much 
smaller wing profiles to reduce drag, emphasising speed and 
maneuverability. Patrol aircraft use a blend of offensive and 
defensive weaponry to hunt submarines and ships in hostile 
waters. Spy planes rely on high-altitude, high-speed flights to 
carry out surveillance undetected. 

The company introduced a higher spec four seater – the Sling 4 TSi model in 2017
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Likewise, civilian aircraft have advanced terrifically since 
1903. The largest planes can carry 800 passengers at a time. 
The A380-800 is certified for up to 868 passengers (538 
on the main deck and 330 on the upper), achievable with 
a one-class configuration. Airbus references a “comfortable 
three-class” 544-passenger configuration. This big, lumbering, 
stable aircraft usually has a turn radius measured in miles. 
An acrobatic pilot in a small, maneuverable stunt plane 
can perform a couple of loops in a distance less than the 
wingspan of the largest passenger plane.

When you visit The Airplane Factory, which is based at the 
Tedderfield Airpark in Eikenhof, just south of Johannesburg, 
you’re likely to meet people who are either design engineers, 
fabricators or pilots. In the case of Mike Blyth, Director 
and one of the founders of the company, he is all three of 
them. Throw in electrical engineer, machine operator, quality 
inspector or the draughtsman that operates the high end CAD 
software and you will have a more complete picture of Mike 

 There is a full time staff of 135 people and the complex includes  
all the amenities necessary for the production of high-quality Slings  

of which 80% of production is exported either in a kit form  
or a complete build



 Currently the company is producing two factory built planes a 
month and six full kits per month. To date they have sold over 280 

Sling 2 versions and 160 Sling 4 planes

A Sling being assembled

“Our journey began in 2005. I had 
been sketching aircraft from a young 
age always with the idea to become a 
pilot. Through my years of experience 
of flying many different types of aircraft 
I had a very good idea of what would 
constitute my perfect light aircraft that 
could be manufactured locally but also 

have international appeal.”
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Blyth’s capabilities and his personality.
Blyth studied mechanical engineering and architecture 

before becoming involved with the aviation industry at the 
age of 30. Since then he has been professionally involved 
with the industry. He admits that he is a pilot with the spirit 

of adventure in him and is equally passionate 
about how the 17 000 rivets and 2 500 
components that hold his ‘babies’ together, are 
manufactured. Put him in front of the computer 
in the drawing office that is running the high-
end design software programme or get him to 
operate his latest capital equipment acquisition, 
a Durma press brake and he is equally skilled 
and at ease as he is flying his company’s Sling 2 
and Sling 4 aircraft. 

Blyth is a pioneer of early microlight aviation 
in South Africa and has been involved in the 
aircraft business designing, building and selling 
aircraft for 34 years. Blyth is a past aviation 
world champion and has received numerous 
awards both for his contribution to aviation in 
South Africa and his aviation feats, as well as 
the films he has made to record them. These 
feats include circumnavigating the globe in the 
company’s Sling 2 and Sling 4 aircraft, not once 
but three times, and are part of his impressive 
CV.

“Many positions in aircraft manufacture 
require a bachelor’s degree within a broad range 
of engineering or science fields in addition to 
aeronautics or astronautics, such as mechanical, 
electrical, structural, materials and even civil 
engineering. Other jobs might require training 
in systems safety, human factors, air-vehicle 
integration or aesthetic design. Most people 
entering the field on the manufacturing side are 
expected to have CAD/CAM and CNC training and 
capability.”

“When you have none of these skills you 
have to be able to assemble the individual 
experts, manage them and encourage them to 
develop your idea of manufacturing one of the 
most exciting light performance aircraft in the 
world. This is what I did in the beginning but I 
made it my mission to learn and be competent 
at every aspect that is required to design and 
manufacture an aircraft.”   

“Most aircraft designers and engineers 
aren’t pilots, and it’s not typically required, 

but any direct benefits aside, having a pilot’s licence 
demonstrates an enthusiasm for the field that helps 
individuals stand out among colleagues, and is helpful in 
having a connection with customers. Likewise I needed to do 

Airframes being fabricated

The new Durma AD-S 37175 press brake that was purchased  
four months ago from Durma South Africa

Where possible The Airplane Factory manufactures every 
component in their factory including composites of glass fiber  

and carbon fiber

Mike Blyth, Director and one of the founders of The Airplane Factory
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the reverse and demonstrate to all my colleagues that I knew 
what I was talking about.” 

The beginning
“Our journey began in 2005. I had been sketching aircraft 

from a young age always with the idea to become a pilot. 
Through my years of experience of flying many different types 
of aircraft I had a very good idea of what would constitute 
my perfect light aircraft that could be manufactured locally 
but also have international appeal. I needed a backer and 
James Pitman was the man I needed. A lawyer 
with a BSc in physics, James worked at a 
uranium producing company as the legal 
adviser. When the company was sold, he 
made what he calls ‘a quick buck’. Fiscally 
secure, James went back to his passion 
for flying and attained his Private Pilot’s 
Licence (PPL). Together we formed The 
Airplane Factory.”

“By 2008 the two-seat Sling 2 
prototype was built and test flown. 
We flew it for 20 hours then started 
re-designing components with which 
we were not satisfied. Further test 
flying left us still not satisfied 
so we scrapped this prototype 
and started again. Our next 
developmental prototype attained 
what we believed was the perfect 
control harmony of pitch, roll and 
yaw.”

“James and I then decided to 
fly the production prototype Sling 
2 from Johannesburg to one of 
the world’s biggest airshows 
- the Oshkosh Airventure 
Airshow in Wisconsin US - and 
then continue with our journey 
westwards and circumnavigate 
the globe. This journey took us 
over one calendar month, starting 
on 18 July and ending on 27 August 
2009 and was a first for any South 
African. It was also a major step 
forward for the company.” 

“Covering more than 45 000 

kilometres, we stopped in 14 countries, including Sao Tome, 
Guinea, Brazil and Malaysia. The amazing thing was that we 
could design and develop an aircraft ourselves, get into it and 
in 40 days zoom all around the world in this little aircraft we 
dreamed of manufacturing,” said Blyth.

“The publicity and excitement garnered from our 
adventure and the performance of the Sling 2 put us on the 
map and in the spotlight. Initially we were going to be the 
design house only but soon started to manufacture. Start-up 
costs were huge and we had to import 90 per cent of the 

components, including the 1 200cc Rotax engines.”
“In 2009 we began designing a four-seat 

version. The Sling 4 concept emerged from 
the performance of the standard Sling 2 
during our 2009 circumnavigation of the 

earth.”
“Conceived as a 600kg maximum All 

Up Weight light sport aircraft, it was soon 
clear that, even with a normally aspirated 
100HP/75kW motor, the standard Sling 2 
was able to climb and perform well right 
up to 970kg.”

“The first consequence is that The 
Airplane Factory Team performed all 
the required tests and approved the 
standard aircraft at 700kg MAUW. We 
also simultaneously commenced work 

on development of a light 4-seat 
version of the same aircraft.”

“The chief differences between 
the Sling 2 and the Sling 4 are 

the wing size, the engine and 
the centre fuselage 

arrangements. Where 
the standard Sling 
2 customarily uses 

a 100HP/75kW Rotax 
912 ULS or iS engine, the Sling 4 

is fitted with the 115HP/85,7kW 
turbocharged Rotax 914 UL 
engine. Although a 15HP/11,2kW 
difference doesn’t sound like 
the world, the turbocharged 
engine gives full power at up to 
15 000 feet, at which altitude the 

100HP/75kW would only be delivering 

The Airplane Factory uses approximately 37 sheets of 1.2 by 3.7 
metre size aluminium sheets per aircraft

The Airplane Factory total space under roof is 3 500m² and 
this also includes a maintenance ‘hangar’. They are currently 
investigating acquiring more factory space so as to allow for 

expansion of the composites manufacturing department

Fabrication of the wings
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approximately 55HP/41kW. So, on a hot day the swing in 
power between the 912 ULS and 914 UL engine is in the 
vicinity of 36%, not just 15%.”

To fly the Sling LSA you need a National Pilot’s Licence, 
which allows you to fly an aircraft, when fully loaded, weighing  
600kg or less. You need a PPL for the four-seater Sling 4, 
which has a maximum take-off weight of 920kg. The Sling 2 
is the 700kg version of the Sling LSA and to fly that you also 
need a PPL. The Sling 2 is popular with flight training schools, 
and it’s also an excellent transition to building hours towards 
a commercial pilot’s licence.

The company introduced a higher spec four seater – the 
Sling 4 TSi model in 2017. It is equipped with a 141HP/105 
kW Rotax 915 iS turbocharged engine with a cruise speed of 
145 knots at 9 000 feet. 

“All models of the Sling are designed as low wing aircraft. 
Currently in development are high wing versions of the aircraft 
and we hope to fly a prototype by the end of the year and go 
into production with our new products in 2019.”

Manufacturing
The Airplane Factory utilises numerical control 

manufacturing and computer-aided design in its aircraft 
design and production processes. The factory site at the 
Tedderfield Airpark comprises nine ‘hangars’, each one 
carefully positioned to house fabrication, sub-assembly, final 
assembly, composites and the paint shop, as well as an 
administration ‘hangar’. The airstrip runs parallel to these 
‘hangars’ allowing for easy access for test flying.

“We don’t need a control tower here as we have clearance 
to 2 000 feet and the only other occupants of the airpark are 
recreational flyers. They occupy the buildings on the other side 

of the airstrip. Our total space under roof is 3 500m² and this 
also includes a maintenance ‘hangar’. We currently need more 
factory space so as to allow for expansion of the composites 
manufacturing department.”

There is a full time staff of 135 people and the complex 
includes all the amenities necessary for the production of 
high-quality Slings of which 80% of production is exported 
either in a kit form or a complete build. Kit form planes are 
offered to save on costs like transport. The kits come in an 
almost completed state. The control surfaces are nearly 
finished, wings are virtually complete, fuel tanks are finished 
and sealed, holes are predrilled, and everything requiring 
driven rivets is prefabricated at the factory. The quick-build kit 
comprises six subassembly kits, such as the empennage and 
wing kits.

The factory has taken an innovative approach to helping 
builders by providing extensive building manuals. Even all the 
tools, glues and wires needed for the assembly process are 
provided with the kits.

Currently the company is producing two factory built planes 
a month and six full kits per month. To date they have sold 
over 280 Sling 2 versions and 160 Sling 4 planes.

Factory built planes have a four month waiting period  
and depending on the builder a kit can take between 800 and 
1 000 hours to assemble.

“From the beginning we wanted to manufacture a plane 
in aluminium because of its strength properties. We try to 
purchase locally but the majority of the structural materials 
that we use, for example the aluminium sheets that we form 
and process, are imported because the specific grade of 
aluminium is not made in South Africa. The two grades that 

Approximately 17 000 rivets and 2 500 components  
are used per aircraft

The light aircraft market only accounts for about 2 500 builds a year

The paint shop at The Aircraft Factory
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make up the eight tons that we process in a year are alloy 
6061-T6 and alloy 2024-T3. These grades conform to the 
aerospace subgroup of the society of engineering standards 
based in the US, which the entire EU and NATO is signed to.”

“Each sheet of aluminium is pre punched to accommodate 
the rivet holes before it is hydro-formed to fit the shape of 
the frame. Other components are bent on our new Durma 
AD-S 37175 press brake that we purchased four months ago 
from Durma South Africa. Other capital equipment in this 
department includes a Euromac punching machine supplied 
by CML Machine Tools, an Amada tool sharpener and a 
Multicam router.”

“We use approximately 37 sheets of 1.2 by 3.7 metre size 
aluminium sheets per aircraft.”

“Where possible we manufacture every component in 
our factory including composites of glass fiber and carbon 
fiber. All these materials are also imported as are the engines 
that are imported from Austria, the 
propellers from either the US or 
New Zealand and the Garmin 
flying instruments. These 
instruments make up 
between R180 000 
and R300 000 of 
the costs depending 
on what the client 
wants included. 
All other electronic 
components are also 
imported.”

“We also have 
our own paint shop that 
includes a curing oven. At this 
stage we are happy to offer the 
clients a colour coordination 
of their own choice. Priming is 
done to prevent corrosion.”

“Currently we are 
outsourcing the machining of 
nearly 200 components but this could change in the future 
as it becomes more cost effective for us to bring machining 
inhouse.”

Stringent testing and quality control
“Each component passes through at least five quality 

checks and everyone is barcoded for traceability. Everything 

is checked and double-checked. We 
can’t afford to have a failure. We want 
to have a flawless safety record.”

Throughout 2017, The Airplane 
Factory set out to have their processes 
certified to the ISO 9001:2015 
standard. Toward the end of 2017, 
they were audited by Bureau Veritas 
and are now happy to announce 
that as of February 2018 they 
received their official ISO 9001:2015 
certification. 

Blyth also does a mandatory 
inspection of a newly built plane 
before it is taken on a test flight. 
Thereafter at least five hours of testing 
is done by the company’s test pilots. 
According to Blyth, such meticulous 
inspections and quality control 

measures have made the Sling one of 
the most reliable light sport aircraft in 
the world.

A recent development at The Airplane Factory has been 
an agreement signed with a Belgian company called Sonaca 
Aircraft to build a two-seat, single-engine airplane named 
Sonaca 200. The airplane is designed for the training market 
and is based on the Sling 2 design. The company is already 
building a sixth airplane for Sonaca.

Besides being sleek and sexy without sacrificing safety 
one of the biggest advantages of the Sling is that it takes 
petrol, otherwise known as mogas, which is cheaper than 
aviation gas (avgas) and jet fuel. In Accra, Ghana for example, 
avgas could cost R78 per litre. So it would cost you R30 000 
to fill up the plane. But at the same time normal mogas could 
cost R6 per litre. So there’s a huge difference in price.

It is also economical. The 150-litre fuel tank in the Sling 2 
can give a pilot up to 11 hours of flying and the 168 litres on 
the Sling 4 as many as eight hours. This translates to 2 200 

kilometres (Johannesburg to Cape 
Town and then back to George) 

in the two-seater and 1 800 
kilometres in the four-

seater.
Between Blyth and 

Pitman they have 
taken their aircraft 
around the world 
three times. Some 
legs they have done 
together but other 

legs have been with 
other pilots including 

former production director 
Jean d’Assonville. The longest 

stretch the plane has flown was 
in the Sling 4, and was 
undertaken by Blyth and 
d’Assonville in 2011. 

They returned home 
after a grueling 6 222 

kilometre 27 hour leg from Rio de Janeiro (Brazil) to Cape 
Town (South Africa) arriving on 23 September 2011. Their 
amazing flight over the Atlantic passed over Tristan da Cunha, 
the world’s most isolated island.

They wanted to keep the Sling 4 as close to the standard 
product as possible but due to the distances they had to 
travel over oceans, jungles, deserts and ice caps they had to 

 Fabrication of material at The Airplane Factory includes a Euromac punching machine  
supplied by CML Machine Tools

Between The Airplane Factory partners Mike Blyth and James Pitman 
they have taken their aircraft around the world three times
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The Airplane Factory utilises numerical control manufacturing  
and computer-aided design in its aircraft design and  

production processes

The Airplane Factory has invested in more fabrication equipment. 
This includes the installation of a Euromac Flex STX 12 punching 

machine supplied by CML Machine Tools

make a couple of changes to the fuel tanks. They increased 
them from 184 litres to 450 litres (giving 20 hours of 
endurance). For this last leg from Rio extra tanks were fitted 
on the back seat, which increased the capacity to 780 litres.

Besides Blyth and Pitman, James’ brother Andrew is also a 
shareholder at the company. Other key people in the company 
include aeronautical engineer Terry Musiker.

“Building aircraft has typically been dominated by large 
factories in the US and Europe so taking on and trying to 
break into this market, some would say, is foolhardy. Yes if 
you want to build large commercial or conflict type aircraft. 

But in our space of light aircraft manufacture the barrier to 
entry is far less. We as South Africans have a rich heritage of 
engineering design and more importantly we are not scared to 
take on the world. Look at the multi-purpose single propeller 
driven reconnaissance and surveillance aircraft AHRLAC that 
has made huge impressions in the rest of the world.”

“The light aircraft market only accounts for about 2 500 
builds a year, so we have plenty of space to grow,” concluded 
Blyth.

For further details contact The Airplane Factory on  
TEL: 011 948 9898 or visit www.airplanefactory.co.za
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Some metal fabricating operations produce the same 
product day in and day out with little variation. Real 
fabrication shops, which are becoming increasingly rare, 

have a much tougher road to follow, one that requires constant 
innovation and high skill levels.

CEC, based in Vereeniging, Gauteng may not be a 
company with decades of history behind it but it does have 
roots that date back to the 1970s. The company is owned by 
Francois Coertzen but was originally established by Coertzen’s 
late father-in-law Jan Meyer. Today, the only other connection 
to that company is that it operates from the same factory site. 
The variety of work and projects that CEC undertakes is varied 
but its two main goals remain: To deliver quality products and 
to deliver them on time. This requires proper management 
controls and boils down to what is known as real fabrication.

“Very few real fabrication shops exist today. Tough 
economic times and constant labour unrests in SA, as well as 
imported fabrication work from China, has seen the closure 
of many fabrication companies in SA. Most manufacturers 
prefer to engage in the production of multiples of the same 
product, which minimises engineering time and tooling 
costs. Facilities are organised for an assembly line-type of 
production, and quality control can be automated. Paperwork 
becomes so repetitious that the only change may be the date 
and customer information. Cost studies are simplified and 
rarely required. Personnel training can be standardised. All 
this combined allows the mass producer to know the cost of 
everyday operation,” said Coertzen.

Every day is a new day
“Conversely, fabrication shops must carefully calculate the 

costs on almost all projects. The shop’s machinery 
can sit idle during some jobs, while other jobs 
require the usage of every piece of available 
equipment. This equipment can cost 
millions of rands, and only a few shops 
have equipment large enough for some 
projects and at the same time have 
all the equipment necessary to 
complete a project from start to 
finish.”

Coertzen, who started his 
working life in the military 
before becoming what he 
calls ‘a wheeler and dealer’ 
entrepreneur, acquired the 
company from his father-in-
law in 2003. The company 
initially traded as Coertzen 
Engineering Consultants CC 
but changed to a Pty Ltd in 
2017. Coertzen indicated that 
for the last few years the drive 
was to place more emphasis on the 
abbreviated name “CEC”, rather 
than have the business linked 

to a specific name. The main reason was for 
the growth of the company in global sphere, 
with specific people employed to handle 
different aspects of the business. Coertzen 

wanted to have his clients associate with a 
company rather than with an individual.

“Our work usually takes up a 
considerable amount of floor space 

and involves workers from all trades 
including boilermakers, welders, 

operators, riggers, drivers and 
general labourers. All of the 

fabrication work that we do is 
usually trial assembled into 
a product at our Vereeniging 
facility before being 
transported to the client. A 
sizeable amount of these 
completed fabrications will 
require heavy long-bed trailers 

and police escorts while being 
transported. Special permits 
are required and the moving 

Coertzen Engineering Consultants (CEC) – 
A real steel fabrication shop

When it comes to proper steel fabrication operations, not all are the same, 
especially when you look at the big-time fabricating that CEC does.

CEC Fabrication & Construction fabricates from  
small to large components

General Manager Ruland Munz and owner Francois Coertzen
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of the equipment is allowed 
only on certain days and at 
specific times. It definitely draws 
attention and takes a bit of 
planning for the logistics.”

“Delivering a large fabrication 
in some ways is almost as 
difficult as creating the piece 
from start in the first place. In 
many instances, the fabrication 
is awkward in shape and creates 
a challenge to move, even over 
a short distance. Like everything 
else, fabricators figure out how 
to do it.” 

“It shows what we are 
capable of, especially when it 
comes to large fabrications.”

“CEC fabricates from light 
to heavy engineering in mild 
steel, stainless steel and special 
alloy steels. We have rather 
concentrated on being a true 
fabricator. This includes small 
and large fabrications, whether 
they are a new build or a 
refurbishment.” 

“We have three bays that we process in. The first two we 
refer to as the light to medium bays. These bays have 20 ton 
to 27.5 tons lifting capacity. They both have a height of six 
metres under the hook. Accordingly in our terms it fits into the 
category of general fabrication.”

“It is in our third bay where we separate ourselves 
from most of the rest. The Heavy Bay as we call it, has two 
overhead cranes capable of lifting 110 tons and we have a 
height clearance of 17 metres under hook. Hence we can 
process big and heavy projects, for example the dragline 
buckets. This is fabrication and materials handling with a 
difference.”

CEC operates from 5 000m² under roof facility and has 
a further 12 000m² yard space to work with. Currently the 
company employs 65 permanent staff and CEC will use 
contract labour when it is necessary. Depending on the size 
of the contract that the company is engaged in it has been 
known to employ a further 150 staff.

The service department’s offering to clients includes 
estimating, document control, project management, planning, 
health and safety management, quality assurance and 
quality control. CEC not only fabricates, but also undertakes 
repairs and non-destructive testing of equipment for multiple 
industries.

Projects
“One of the biggest individual fabrications that we 

regularly refurbish is dragline buckets that are used on the 
coal mines. Each individual unit can weigh up to 68 tons. It 
is an Australian designed product that can take a load of 93 
cubic metres of coal per drag. After 2 200 hours of work on 
the mine it is returned to us for refurbishment, as certain 
sections wear off.” 

“The thickness starts at 80mm thick and when they come 
in for refurbishment they are less than 20mm thick, and in 
some instances there is nothing left but a gaping hole. This is 
purely because of the harsh environment that it works in. We 
have, to date, manufactured four of these dragline buckets 

Before and after - One of the biggest individual fabrications that CEC Fabrication & Construction regularly refurbish is dragline buckets that 
are used on the coal mines. Each individual unit can weigh up to 68 tons. It is an Australian designed product that can take a load of 93 cubic 

metres of coal per drag. After 2 200 hours of work on the mine it is returned for refurbishment, as certain sections wear off 

CEC Fabrication & Construction typifies what a large fabrication shop is all about - seldom are two  
jobs alike, and dynamic innovation is what drives the business
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under licence from our Australian client. It can take between 
two to three months to fabricate one of these buckets.”

“The wear surface on this type of equipment must 
be enhanced to the point that optimal production can be 
achieved without excessive downtime. I have heard some 
horrific estimates of what it costs per day when a large coal/
rock dragline is down for repair.”

“Another major project that we have been involved in was 
the fabrication of a 65 metre long thickner, complete with 
bridge, drive, rake arms and accessories that is used on the 
mines. These have to be made up in various sections and can 
only be fully assembled once at the mine. Total tonnage once 
assembled could be between 200 and 300 tons of fabricated 
metal.”

“Every day is a new day for our shop floor. With the varied 
amount of work flowing in and out, it is very seldom that our 
welders for example, are exposed to constant repetitive work. 
The consistency CEC expects of its welders is in the quality of 
the weld. Your main selling point lies in the welding and the 
quality thereof.”

“However, as we all know, the preparation and fit-ups are 
critical to any welding job. If you don’t provide a proper and 
tight fit-up, the final part won’t meet the specs set forth in 
the original design and drawings. Fit-ups and preparation are 
especially critical in very large welding jobs. The parts are 
larger, and the stakes are much higher. If the fit-ups don’t 
meet the needs of the welding job when the arc is struck 
on the first day of production, the manufacturer is going to 
experience hours of unwanted rework.”

“Large scale fit-up manufacturing is actually pretty unique. 
Any fabricator that has had to wrestle with large panels or 
thick plates will know the difficulties that are involved. Our 
heavy bay makes this task a lot easier with material handling 
due to our lifting capacity.”

Metal processing
“Due to cost considerations, we don’t have our own 

plate or sheet cutting line. This aspect is outsourced to 
subcontractors. On average we process about 3 000 tons of 
material in a year. We further have a fully fledged machine 
shop consisting of three large boring mills, three lathes, 
two radial arm drills, plate rollers and a press brake, all 
used to perform those necessary processes on the plate 

Another major project that CEC Fabrication & Construction have 
been involved in was the fabrication of a 65 metre long thickner, 

complete with bridge, drive, rake arms and accessories that is  
used on the mines



Work at CEC Fabrication & Construction usually takes up a 
considerable amount of floor space and involves workers from all 

trades including boilermakers, welders, operators, riggers, drivers and 
general labourers

Every day is a new day at CEC Fabrication & Construction – the 
company fabricates from light to heavy engineering in mild steel, 

stainless steel and special alloy steels

On average CEC Fabrication & Construction process about  
3 000 tons of material in a year
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and structural steel. Most of the ancillary work 
required regarding machining operations is 
performed in-house. ”

Uniqueness
“We believe that we emerged as a metal 

fabricator that can take on large and complex 
jobs that other workshops might not want or 
don’t have the capacity to, or quite frankly, might 
have defaulted on in the past. This differentiates 
CEC from other fabricators in the industry, who 
focus more on the normal day-to-day routine type 
of projects.”

“Being so diversified in the projects we 
take on has also created a huge responsibility 
because of the value of the material we process. 
Some of the plates work that we process could 
cost thousands of rands per plate. Some of it you 
can’t replace in time if you ruin it and if you had 
the money to replace it. So our manufacturing 
process and controls and qualified artisans have 
to be spot on.”

“Other projects that we undertake are either 
manufactured from start to finish or involve 
refurbishment of plant, for example conveyor 
systems, boom structures, stacker reclaimers, 
backhoes, dragline chains, storage vessels, 
pressure vessels, demister vessels, water 
purification vessels, heat exchangers, offloading 
and bagging plants, sumps, stackers, mixers, 
chutes, flotation cells, silos, piping, ducting, 
structural, walkways and handrails, wagon 
bogeys and wheels, driving gears, tanker shells, 
gantries, slewing booms, crawl beams, tipplers, 
pumps and electric motor end shields.”

CEC is ISO 9001:2015 certified and in the 
welding department it is ISO 3834-2 certified. 
On the software side CEC uses Tekla Structures 
for its detailing and 3D modelling. The company 
employs two draughtsmen in this department. 
CEC currently exports about 70 per cent of its 
fabrications to African countries outside the 
South African borders. It has however supplied 
fabrications to countries such as Chile, Russia, 
Sweden, Italy, Finland and Australia.

CEC typifies what a large fabrication shop 
is all about - seldom are two jobs alike, and 
dynamic innovation is what drives the business. 
The skill level in such a shop must exceed that of 
an operation that produces the same item every 
day, a practice that soon becomes automatic and 
even mundane. In the job shop, the worker must 
be familiar with multiple fabrication methods and 
mechanical variations. Every employee requires 
problem solving skills, because there is often no 
precedent for reference.

“True job shops are rapidly disappearing, 
and the older skill sets are going away with the 
retirees. Technical schools are not able to teach 
what has been passed down for generations. 
Hopefully, retirees will come back and teach 
the youngsters how to work in a real job shop,” 
concluded Coertzen.

For further details contact CEC Fabrication & 
Construction on TEL: 016 100 4599 or visit  
www.ceceng.co.za or email: info@ceceng.co.za

CEC Fabrication & Construction will fabricate and assemble products for clients

CEC Fabrication & Construction not only fabricates, but also undertakes repairs  
and non-destructive testing of equipment for multiple industries

Completed fabrications that have been painted
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The job shop is a make-it-best-you-can 
environment where almost every 
new job represents new process 

challenges. It’s also an environment where 
profit or loss hinges on how efficiently the 
shop can get a job done. By performing 
more services than generally found in a 
single discipline job shop, some of the 
business risk is spread over a group of 
jobs rather than just one. It has also 
cultivated customer loyalty by becoming 
a unique kind of vendor.

In the case of Munot Engineering, it 
has built a business based on flexibility 
and breadth. It’s a business designed 
to handle components, from small wire 
cut components to large press tools and 
pump and valve components.

While the company has 
derived more work from its 
diverse capabilities, as one 
might expect, the company has 
also had to invest by upgrading 
its equipment regularly and 
expanding the facilities where 
the equipment is housed. 

Like many other machine 
shops Munot Engineering 
started off on a small scale. 
Owner Linus Eveleigh had done 
his time and qualified as a 
fitter and turner at some big 
companies where he learnt 
how not to do things. One in 
particular – AS Transmissions 
and Steerings or Astas as it 
was commonly known – is no 
longer in business and closed 
for a variety of reasons. But 
Eveleigh remembers how 
the company had all these 
beautiful machines, as he 
put it. Many were not suited 
for the type of components 
that the company was 
machining. He was however, 
grateful for the opportunity 
to be exposed to and be 
able to learn his trade at 
the company and operate a 
variety of CNC machines.

“The machines were 
operating at between 15 and 
20 per cent of the efficiency 
levels that they should have 

been operating at. No company can survive in 
those conditions and it was no surprise 
when the company was liquidated all those 
years ago. I had left their employ by then 
but my three years with them provided me 
with some valuable business lessons.”

Munot Engineering evolved from an 
existing machine shop where Eveleigh 
had been a minority partner. Officially 
the company was established in 1997 
in a relatively small factory in Benoni, 

Gauteng when the majority shareholder 
retired. Today the company still operates its 

conventional equipment in this factory 
but through the pressure of expansion 
the company has had to acquire two 
more factories, within walking distance 
of the original factory.

Standardising on one brand of 
machine

“My older son Gavin joined 
me in 1998 and my younger 
son Terrence joined the 
business in 2000. Terence is 
very computer orientated so 
he started to drive us toward 
getting CNC equipment 
and in 2000 we purchased 
our first CNC - a Takisawa 

lathe. Two years later we 
purchased a second CNC 
machine but this time it was 
a Victor. We have been loyal 
to the Victor brand ever 
since and except for the 
two Haas machines that 
we inherited through an 
acquisition about four years 
ago, all 11 of our other CNC 
machines are the Victor 
brand. The latest one, 
which we installed in 2017, 
is our biggest machine that 
we have purchased so far. 
It is a Victor Vturn 1000 
vertical turning lathe with a 
swing diameter of  
1 100mm and a maximum 
turning diameter of  
1 000mm.”

“With the addition of 
this machine we now have 
vertical turning capabilities, 
which we never had before. 

The efficiency effect at  
Munot Engineering

This family-owned job shop has developed an integrated business in order to satisfy customers’ 
changing needs. In doing so it has become an example that other shops might want to imitate.

Munot Engineering has standardised on the Victor brand of  
CNC machine tools. The company now has seven Victor CNC  

turning machines in its lathe turning division

The latest Victor machine that Munot Engineering has purchased, 
which was installed in 2017, is the biggest machine that the company 

has purchased so far. It is a Victor Vturn 1000 vertical turning  
lathe with a swing diameter of 1 100mm and a maximum  

turning diameter of 1 000mm
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Each Victor CNC turning machine in the lathe turning division is 
equipped with its own gantry type crane

One area of the company is dedicated to machining graphite 
components on a Victor Vturn 20E

Munot Engineering has built its business on long-term relationships with 
customers. These are the kinds of relationships that have let Munot Engineering 
invest in the latest capital equipment that suits the company’s needs. Eveleigh 

also attributes the company’s steady growth to an emphasis on quality and 
customer service, a well-trained workforce and an ongoing commitment to stay 

abreast of the latest technologies
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We now have the ability to pursue work that we would never 
have been able to bid on before.”

“In total we now have seven Victor 
CNC turning machines and four Victor 
CNC milling machines. We have 
standardised on one brand of 
machine because this has 
eliminated operator training 
issues while reducing process 
time and tooling costs. It has 
also allowed us to adopt a 
machining process that is as 
uniform as possible.”

“Our CNC lathes and CNC 
mills are used for production 
runs as well as jobbing 
operations. We are a business 
that doesn’t just focus on 
one client or product range. 
If the component can be fitted 
onto the machines that we have 
then we will machine it. This could 
be bushes, sprockets, pump 
components, pins, bushes shafts, 
dies and moulds, you name it. 
And in most materials as well.”

“The way we are set-up now 
is comfortable but it hasn’t always been that way. We were 
determined to operate from the one factory and we did that 
for a long time.”  

“We wanted to expand 
the business by getting more 
clients and a varied mix of 
components to machine. The 
components that we were 
machining mostly were mainly 
maintenance type components. 
We had all the necessary 
conventional equipment and 
had already invested in CNC 
capabilities.”

“But we had a stumbling 
block. We were comfortable 
with our situation and we had 
no problem meeting deadlines 
and deliveries. But every time 
a new client came around to 

see how we functioned they were put off by the clutter and 
lack of space in our machine shop. Despite our assurances 

we kept on losing new business contracts. Fortunately 
there were those companies that did not worry 

about the situation and we continued to grow 
the business.” 

“I became really frustrated with 
the situation and with my sons 

encouragement we first purchased a 
second factory close by and then just 
over a year ago we moved equipment 
into a third factory, which adjoins the 
second factory.”

“This really was a big step 
forward because it gave us plenty of 

options to position 
equipment because 
of the space we had 
at our disposal. The 
result is that we have 
left all the conventional 
equipment, which we 
still use regularly, in our 
original factory, moved 

the CNC milling machines 
and other equipment into 
the second factory and the 
third factory has become 

our dedicated turning lathe operation and, we still have room 
to add more machines.”

Other equipment allows 
for flexibility

Munot Engineering has 
built its business on long-
term relationships with 
customers. These are the 
kinds of relationships that 
have let Munot Engineering 
invest in the latest capital 
equipment that suits the 
company’s needs. Eveleigh 
also attributes the company’s 
steady growth to an emphasis 
on quality and customer 
service, a well-trained 
workforce and an ongoing 
commitment to stay abreast 

Munot Engineering also has two Haas machines - a VF9 CNC and 
a VF5 CNC milling machine. The company inherited these two 

machines when they acquired a company where the owner  
wanted to leave the machining industry

Munot Engineering makes use of surface grinders

The Excetek wire EDM with XYZ capabilities of  
600 x 600 x 350mm

Munot Engineering manufactures its own range of flexible  
couplings – the Ludus coupling
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of the latest technologies.
However, over the years the company has added other 

metal working equipment to the inventory list that allows the 
company to offer more than just turning and milling processes. 
Housed in the same building as the Victor CNC milling 
machines is an Excetek wire EDM with XYZ capabilities of 600 
x 600 x 350mm, a CNC spark eroder and surface grinding 
machines.

“In many die and mould shops, the choice between EDM 
and CNC milling is far less clear than it used to be. Changing 
technology has changed the rules. Milling, for example, can 
now be applied more broadly than ever before. Machining 
centers capable of following precise, complex tool paths 
at high feed rates have made it cost-effective for shops 
to use fast, light milling as an alternative to EDM in many 
applications involving hard metal, intricate detail and smooth 
finishes. However, EDM technology has gotten better, too,” 
explained Everleigh.

“For sharp inside corners, complex geometry, and where 
deep cutting is required and generally where long unattended 
cutting with minimal human attention is needed are some 
examples of where EDM will remain the superior process but 
for how long we don’t know.”

“We don’t regard ourselves as a die and mould shop 
but rather one that has these capabilities, and we do have 
a number of clients in these industries for whom we are 
repairing and refurbishing dies and moulds. It’s more 
about being flexible, versatile and offering more metal 
working processes than the average machining shop. We 
are looking at maybe getting a couple of plastic injection 
moulding machines in the future to manufacture products 
for customers, but that is still on the drawing board.”

Having the next generation of Eveleighs in the business 
for such a long time has given the company the assurance 
that the ownership and management of the company is 
positioned to stay in business for years to come.

“It might not mean that the business will stay in 
the family though. Although I am the sole owner we are 
currently in negotiations with a black owned group that 
wants to buy in.”

“However, having my two sons in the business, basically 
since they both left school, has had many benefits - 
some which you can’t quantify. In principle Gavin looks 
after the shop that houses the four Victor CNC milling 
machines, Excetek wire EDM, the spark eroder and surface 

grinders. One of the Victor milling machines has 4-axis 
capabilities and we are currently investigating the possibility of 
adding 5-axis capabilities.”

“This factory also houses our two Haas machines - a VF9 
CNC and a VF5 CNC milling machine. We inherited these two 
machines when we did an acquisition of a company where the 
owner wanted to get out of machining. He has now become a 
client of ours.”

“The turning division is Terrence’s baby. But strictly 
speaking they are able to work on all the machines that we 
utilise as well as act as managers. Introducing CAM software 

Gavin, Linus and Terence Eveleigh

Various components manufactured by Munot Engineering 
indicate the versatility of the company 

Components ready for delivery
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and the JobBoss shop management and manufacturing ERP 
software has been as a result of their efforts. Currently we are 
at the halfway stage of being ISO 9001:2015 certified - again 
an initiative of theirs.”

“We can't look at just the equipment required for 
today. We have to think about tomorrow and anticipate our 
requirements. We have to see where our customers are going 
and stay a step ahead of them.”

New CMM
A good case in point is a new coordinate measuring 

machine (CMM) that the company is busy investigating 
the purchase of. The immediate need for this CMM is the 
customer’s requirement for 100 per cent inspection of certain 
components.

“We have customers in the automotive and rail transport 
industries that now require you to carry out officially 
documented CMM reporting as well as other quality checks. 
We did have a CMM machine but due to many different 
complications with the machine we are now having to make a 
new investment.”

Each machine equipped with its own gantry type crane
Many machine shops are considering automated machine 

loading and unloading systems in order to make more efficient 
use of their labour. To be effective in environments where 
short job runs and frequent change-overs are the norm, such 
automated systems must be flexible and intuitive to set up.

However, machine shops just want an automated loading 
system that is simple, affordable and compact. Custom 
loading systems often do not provide the versatility for quick 
part change-over and require engineering time that can 
prolong this task.

Munot Engineering have looked at it differently though, 
without incurring massive costs. Some out-of-the box thinking 
has allowed them to minimise the tedious task of loading and 
unloading heavy components without putting stress on the 
operators. 

“Some components that we machine on the Victor Vturn 
1000 can weigh up to 1 250 kilograms, a weight that is very 
difficult for the operator to handle without some assistance. 
Most companies would use their overhead crane to perform 
this task. We still make regular use of our main overhead 
crane but if two operators are either loading or unloading a 
component at the same time one has to waste a considerable 
amount of time while the other completes his task.”

“To alleviate this situation we have equipped each 
machine with its own gantry type crane and now there are no 
more fights over who will be using the main overhead crane.”

Flexible couplings
Munot Engineering manufactures its own range of flexible 

couplings that are used on equipment in power stations and 
in paper and sugar mills, for example. 

“We have been manufacturing these products for some 
time now. We acquired the rights when a client could not pay 
us for the machining work we did for them. The agreement we 
reached with the client is that we would take over the design 
and manufacturing rights. It is not a huge turnover for the 
business but still adds value. We manufacture the regular 
taper block sizes between 1008 and 5050.”

Currently Munot Engineering employs 25 staff and boasts 
of clients such as IPT, Weir Minerals and Transnet as well as 
some of the OEM automotive manufacturers.

For further details contact Munot Engineering on  
TEL: 011 421 3454 or visit www.munot.co.za

If a component can be fitted onto the machines at Munot 
Engineering then they will machine it

One of Munot Engineering’s three factories houses the company’s 
milling/machining centers, surface grinders and Excetek wire EDM 
machine. This division is managed by the older son Gavin Eveleigh, 

who joined the company in 1998

Pump components that have been  
machined  and are ready for delivery
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The revised quality-management standard introduces 
guidelines for anticipating and studying the potential 
adverse effects of new manufacturing practices.

As you certainly know, ISO 9000 is a series of quality-
management systems designed to help organisations 
maintain compliant, productive and, above all, safe 
business operations. Revisions to the ISO standards are 
delivered every three to five years or so, and the newest, 
ISO 9001:2015, is expected to bring new challenges 
and opportunities to large machining and manufacturing 
concerns as well as smaller, more regional-focused ones.

Organisations maintaining the previous, ISO 9001:2008 
standard have until the transition period ends in September 
2018 to update their certifications. No matter how big 
the pond you swim in is, it’s worth taking a look at what’s 
changed and how you’re likely to be affected.

How will smaller shops be affected? ... And larger 
operations?

The mantra associated with ISO 9001:2015 is: “Plan, 
Do, Check, Act.” Each of the previous versions of ISO 
9001 delivered its own unique refinements to the overall 
formula. If there’s a theme to the 2015 version, it might be 
“operational mindfulness.”

This most recent update to ISO 9001 is designed to 
focus on, and further enhance, participating organisations’ 
quality management and ‘risk-based thinking’. For machining 
operations, there are several takeaways:
• I SO 9001:2015 provides new quality-management 

processes that “loop in” management and streamline 
communication, from the top of an organisation to the 
bottom

•  ISO 9001:2015 places high-level emphasis on long-term 
thinking, unlike previous iterations, which had been 
criticised for their procedural rather than strategic focus

•  In terms of ‘risk-based thinking’, ISO 9001:2015 provides 
new guidelines for anticipating and studying the potential 
adverse effects of new processes. It encourages, in 
essence, a sort of holistic ‘mindfulness’ of how each 
moving part in a business impacts the others

This type of certification doesn’t demand or expect that 
every company will completely eliminate risk. What it does 
is prescribe detailed procedures to help participants engage 
in high-level thinking about how each modified or brand-new 
operational or business process will impact your likelihood 
of future success. To put it another way: ISO 9001:2015 
is about quantifying risk in a more specific way than what 
you do right now. It does not provide any sort of formal 
“grading” rubric for you to use, but this version does instruct 
participants to apply some kind of internally consistent scale 
to each new process and business decision and the risk it 
represents.

For larger machining operations, risk may take many 
forms: 

•  Investing in new manufacturing technologies or 
techniques without compelling case studies 

•  Failing to assemble proactive contingency plans in the 
event of unforeseen setbacks or business disruptions 

•  Shopping around for a more inexpensive vendor of raw 
materials at the expense of the end-product’s durability 
and salability

It might sound like unnecessary bureaucracy at first 
if you already have a strong, quality-focused culture. But 
consider the many advantages of having every participant 
in a supply chain - from product design to management to 
material procurement - work from the same ‘rulebook’ and 
set of guidelines. In the global economy, this attempted 
confluence of values has never been more important.

Should small business owners worry about the effort 
and expense involved? Is certification to the 9001:2015 
standards onerous and unnecessary? In all honesty, it 
depends on your business. But along with heightened 
expectations, the new version of ISO 9001 also delivers lots 
of opportunities to businesses that participate.

If you anticipate applying 9001:2015 certification to your 
manufacturing processes, here’s a crash course on what’s 
expected of you (and what’s not): 
•  If your process works already, don’t change it just for the 

sake of change 
•  If you don’t have one, put together a ‘quality assurance’ 

manual for internal use that mirrors the official ISO 
requirements

•  If the work you do requires other forms of certification, 
including other branches of ISO or OHSAS standards, 
you’ll find the requirements for ISO 9001:2015 
appropriately tailored to help small businesses more 
affordably pursue multiple certifications at once

Certification of any kind comes with a certain expense 
attached - one you can measure in time and money. But 
when you think about the ISO guidelines as an educational 
process for you and the rest of your company’s human 
component - because that’s exactly what it is - it looks less 
like an obligation and more like an opportunity to become 
leaner and more competitive in an increasingly crowded 
global marketplace.

Is ISO 9001:2015 certification worth your time?
According to official ISO records, there are over one 

million organisations worldwide with ISO certification. 
The standard is a familiar presence in commerce, 
manufacturing and machining in 170 countries. That sounds 
like overwhelming endorsement - but it also raises the 
question: Is ISO 9001:2015 certification worth your time 
and resources? As far back as ISO version 9000:2000, 
authorities in a number of industries have openly questioned 
the relevance of the ISO 9000 family of guidelines, at least 
for certain industries. Here are some real-world numbers to 

BETTER   PRODUCTION

What does ISO 9001:2015  
mean for machine shops?
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help you decide.
Among the businesses participating in MFG.com - 

touted as the world’s largest directory for manufacturing 
buyers and sellers - just 25% carried certification with 
ISO during its previous incarnation, ISO 9001:2008. That 
means seeking certification might be a value proposition, 
and one that helps you stand out from the competition. It 
also means there are many machining and manufacturing 
businesses that get along fine without it.

Even if ISO certification is a voluntary process, you 
can expect more and more businesses to partner with 
operations that take waste reduction, efficiency, and safety 
seriously. In construction, engineering, technology services 
and just about any type of manufacturing, ISO certification 
isn’t a suggestion it’s an unspoken requirement. These are 
industries that are extremely risk-averse when it comes to 
wasted resources and safety implications, so expect to find 
some doors closed to you if you don’t pursue certification.

If you manufacture parts for automobiles, certification 
with ISO 9001:2015 can help ensure you remain aware 
of, and in compliance with, increasingly stringent safety 
and environmental regulations. If you provide general 
engineering and machining services and have a role to play 
in product design, the consistency of your work is perhaps 
your greatest and most valuable asset. ISO certification 
speaks to that.

Not to mention: Hosts of new manufacturing techniques 

and standards arise on a regular basis, including rapid 
prototyping, additive manufacturing, 3D printing and more 
sophisticated diecasting and machining technologies. As 
prospective customers all over the world discover how much 
more accessible the manufacturing sector is to them now, 
they will naturally look for partners with the appropriate 
certifications and credentials to help guide them through a 
quickly-changing manufacturing landscape.

The decision to pursue certification according to the 
9001:2015 standards (or not) is yours to make. Just 
remember that taking these extra steps will help you 
send a message with every bid that you take your work 
seriously, and that you value the people who lend you 
their time and talent. And, since you’ll come away with a 
better understanding of what it takes to deliver world-class 
products in a timely fashion, how to minimise risks and 
how to bolster workplace safety and efficiency, you’ll likely 
find the peace of mind involved here is a two-way street for 
manufacturer and client alike.

This article is written by Megan Nichols who is an 
amateur astronomer and environmentalist, and a writer on 
a wide range of scientific topics. Her recent contributions 
include a guide to troubleshooting metal-forming failures, 
examined the methods and applications of different 
metal finishing processes, and the different advantages 
of electroless plating and traditional plating technologies. 
Follow Megan on Twitter @nicholsrmegan.
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EuroBLECH 2018, the 25th International Sheet Metal 
Working Technology Exhibition, takes place from 23 to 
26 October 2018 at the Hanover Exhibition Grounds 

in Germany. Six months ahead of the show, around 1 400 
exhibitors from 38 countries had already secured their stand 
space at the world’s leading trade exhibition for the sheet 
metal working industry. Currently, major exhibitor countries 
are Germany, Italy, Turkey, China, the 
Netherlands, Spain, Switzerland, 
Austria and the USA. At present, the 
exhibiting companies have secured 
almost the entire exhibition space 
from the previous event. EuroBLECH 
2016 concluded with a record net 
exhibition space of 87 800 square 
metres.

Every two years, EuroBLECH 
is the must-attend event for 
design engineers, production 
managers, quality managers, 
buyers, manufacturers, technical 
directors and experts from 
associations and R&D in order 
to discover the latest trends and 
machinery in sheet metal working. 
Visitors to this year’s show can 
expect the complete spectrum of 
intelligent solutions and innovative 
machinery for modern production 
in sheet metal working, which are 
presented in form of numerous live 
demonstrations at the exhibition 
stands. At the moment, the digital 
transformation is playing a major 
role in the industry, which enables 
an increased efficiency and thus 
a higher level of automation and 
predictive maintenance. These 
developments are reflected in this 

year’s motto for EuroBLECH ‘Step into the digital reality’, since 
Industry 4.0 and the relating Smart Factory have become 
major topics in sheet metal working. This has now become 
an important area for small and medium-sized companies 
planning to invest in these technologies in the near future in 
order to gain a competitive advantage in their market.

“The digital transformation is momentarily an important 
topic in the industry. This 

requires a close collaboration 
along the entire value chain, 
from production control to 
maintenance,” says Evelyn 
Warwick, Exhibition Director 
of EuroBLECH, on behalf of 
the organiser Mack Brooks 
Exhibitions. 

“The biggest challenge for 
companies in the sheet metal 
working industry is to create 
an intelligent manufacturing 
environment which is based on 
the secure exchange of data and 
the networking of machines and 
processes. EuroBLECH 2018 
offers its visitors the possibility 
to find solutions for these 
challenges and to connect with 
business partners to help them 
with the integration of these 
processes, machines and systems 
into their production” continued 
Warwick.

The EuroBLECH exhibition 
profile

EuroBLECH is the largest 
exhibition for the sheet metal 
working industry worldwide and 
is the marketplace for visitors 
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to discover and source the latest innovative manufacturing 
solutions. Numerous live demonstrations at the exhibition 
stands offer trade visitors the opportunity to experience 
machines and systems from all areas of sheet metal 
working in action. The EuroBLECH exhibition profile covers 
15 technology sectors and therefore covers the entire sheet 
metal working technology chain including sheet metal, semi-
finished and finished products, handling, separation, forming, 
flexible sheet metal working, tube/section processing, joining, 
welding, additive manufacturing, surface treatment, processing 
of hybrid structures, tools, quality control, CAD/CAM/CIM 
systems, factory and warehouse equipment as well as R&D.

The exhibitor list, available on the EuroBLECH website, 
is regularly updated and provides plenty of information on 
exhibiting companies, such as exhibitor profiles, online press 
boxes, company videos and contact details. The EuroBLECH 
newsletter, which is sent out monthly ahead of the show, offers 
the latest news about the show, the exhibitors and the industry 
sector. The subscription form for EuroBLECH News is also 
available on the website www.euroblech.com. On Social Media, 
EuroBLECH can also be followed on Facebook, Twitter, LinkedIn 
and YouTube. EuroBLECH is now also available on Instagram. 
The official hashtag is #euroblech.

EuroBLECH 2018 will once again be held in halls 11, 12, 
13, 14, 15, 16, 17 and 27 at the Hanover Exhibition Grounds 
in Germany. The opening times are from Tuesday, 23 October 
2018 to Friday, 26 October 2018, from 9:00 to 18:00. 
International flight connections, as well as the excellent local 
infrastructure, make the venue easily accessible by plane, car 

and public transport.
Further detailed information about the exhibition, as well 

as travel and accommodation, are available on the show 
website www.euroblech.com

Trade Fair Tours, a specialist travel agency for trade fairs 
internationally and in particular Germany, in conjunction 
with Metalworking News, have put together a very 

reasonable tour package to visit this exhibition. The tour 
includes return airfare Johannesburg/Hanover, airport taxes, 
airport/hotel transfer, accommodation, full breakfast daily and 
medical and travel insurance.

Hotel accommodation
There are two choices of hotel to choose from. Both are 

less than five minutes walk from the Hauptbahnhof where 
you catch the U-Bahn transport to the Hanover exhibition 
grounds or the rail service to the airport, which is a 20 minute 
trip. Trade Fair Tours clients have stayed in both of the hotels 
over the years while visiting previous EuroBLECH and EMO 
exhibitions.

Rooms have been reserved at the Andor Hotel Plaza (visit 
www.hotel-plaza-hannover.com) and the CVJM City Hotel (visit 
www.cityhotelhannover.de). Accommodation is reserved in twin 
bed or single rooms, with buffet breakfast.

Hotel option only
However, if you wish to make your own flight bookings 

and only take up the hotel booking option Trade Fair Tours is 
willing to accommodate you.

Trade Fair Tours is also able to offer you individual 
packages, tailored to your requirements. For more information 
contact Peter Stephenson on the details below. Booking forms 
can also be downloaded from the website.

Accommodation in Hanover is at a premium during the 
exhibition period. With 150 to 200 South Africans visiting the 
exhibition the booking of the rooms on offer from Trade Fair 
Tours will be done on a first paid first served basis.

Exhibition entrance ticket does not allow free public 
transportation

It is important to note that your exhibition entrance ticket 
does not allow you free transportation on the local transport 
services within the Hanover area, as has been the case in the 
past. 

Further details on the entrance tickets and ordering of 
the exhibition catalogues can be obtained from the Southern 
African German Chamber of Trade and Industry on 

TEL: 011 486 2775, email: info@germanchamber.co.za or 
visit the website: www.germanchamber.co.za

Trade Fair Tours
For a booking form contact Trade Fair Tours on  

TEL: 083 547 1147 (between 07h00 and 13h00) or email 
peter@tradefairtours.com or visit www.tradefairtours.com

Trade Fair Tours and Metalworking News 
tour to EuroBLECH 2018

Book your space on the EuroBLECH 2018 Trade Fair Travel 
and Metalworking News travel package.
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Making a visit to the fair simpler, 
faster and better: This is the 
goal pursued by the Club of 

Metalworking, which the VDW launched 
recently. Membership is free of charge, 
and offers attractive services for 
international metalworking experts. The 
VDW has hit the bulls-eye with this idea: Within a few hours, 
more than 1 000 registration inquiries were received from all 
over the world, with a definite continuing uptrend.

Following free-of-charge registration at www.
clubofmetalworking.de, members receive an individual 
welcome package with their personal club card. A newsletter 
informs them every six to eight weeks about news from the 
sector and important trade fairs, while the club automatically 
provides free-of-charge season tickets for the EMO Hannover 
and the METAV. In addition to free use of the public transport 
network for visiting the fair, members can also use their club 
cards to enjoy numerous services free of charge, like a fast 
lane for accelerated admission, the cloakroom or the Club of 
Metalworking’s lounge. What’s more, exclusive club meetings 
provide ideal opportunities for networking, so as to give the 
club a personal face.

In a first step, visitors to the EMO Hannover and the 
METAV were invited to join the Club of Metalworking. The 
registration figures so far reflect the perceived international 
importance of these fairs. The majority of members already 

registered come from all parts of Europe, 
besides Germany. The Club of Metalworking is 
also seeing strong registration figures both in 
the traditionally important markets of Japan, 
USA, South Korea, China and Taiwan and in 
the emerging markets of Mexico, Russia, India 

and Brazil. Even in Iceland, Australia, Thailand and South 
Africa, trade visitors have been enthusiastically applying for 
membership.

“We’ve been receiving positive feedback from all over the 
world, which is of course very gratifying. But we also see this 
as a vote of confidence that we have to live up to,” says Dr. 
Wilfried Schäfer, Executive Director of the VDW. 

“It is accordingly our declared goal to progress the 
capabilities of the Club of Metalworking and to bring 
additional partners on board. We’re already talking to some 
initial interested parties, and are confident we’re on the 
right track. For example, after a successful first contact, 
the aim is also to place communication on a broader basis. 
The club is open to all metalworking experts, irrespective of 
their job descriptions and qualifications.” Emphasises Dr. 
Schäfer: “What our members have in common is a passion 
for metalworking. From trainees to purchasers, from skilled 
workers to managing directors, every member is more than 
welcome.”

For further details visit www.clubofmetalworking.de

VDW gets the Club of Metalworking  
off to a successful start

Hexagon AB, a leading global provider of information 
technology solutions, recently announced the acquisition 
of Nextsense, a leading innovator in non-contact profile 

measurement and surface inspection. Nextsense specialises 
in solutions that enhance product quality with speed and 
efficiency at micrometre accuracy in the automotive, railway, 
steel and aerospace industries.

Founded in 2007 and headquartered in Graz, Austria, 
Nextsense employs more than 80 people worldwide. Its 
advanced manual, inline and automated solutions are backed 
by patented Calipri technology. The Calipri measurement 
principle automatically compensates for tilts and rotations 
during scanning, providing the ability to address profile 
deviations and surface defects immediately with highly-
accurate measurement values that are free of operator 
influence.

“The cutting-edge technology and algorithms from 
Nextsense provide the necessary analytics to introduce 
corrective measures sooner. This nicely complements our 
approach to enabling the smart factory, which is founded on 
unleashing the full potential of quality data,” said Hexagon 
President and CEO Ola Rollén. 

“Additionally, the acquisition extends our breadth of 
capabilities in automotive fit and finish the analysis of how 
well the parts of a car fit together, which impacts perceived 
quality at the point of purchase as well as in industries 

such as rail and steel where we have a comparatively 
small footprint today. Together, the combination of sensors, 
software, and advanced analytics from both portfolios will 
bring added value to all customers while extending the global 
reach of Nextsense solutions to new markets and regions.”

Nextsense will be fully consolidated operating within 
Hexagons Manufacturing Intelligence division. The company’s 
turnover for 2017 amounted to euro 12 million.

Hexagon acquires Nextsense
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General Motors is using generative design software, 3D 
printing, AI and cloud computing to introduce the next 
generation of vehicle lightweighting. General Motors has 

said that the technologies are key to developing efficient and 
lighter alternative propulsion and zero emission vehicles.

Using cloud computing and AI-based algorithms, multiple 
permutations of a part design can be explored. The new 
generative design software generates hundreds of high-
performance, often organic-looking geometric design options 
based on goals and parameters set by the user, such as 
weight, strength, material choice, fabrication method, and 
more. The user then determines the best part design option.

The new technology helps to both reduce vehicle mass 
and consolidate components. GM and Autodesk engineers 
have applied this new technology to produce a proof-of-
concept part - a 3D printed seat bracket - that is 40 per cent 
lighter and 20 per cent stronger than the original part. It also 
consolidates eight different components into one 3D printed 
part.

“This disruptive technology provides tremendous 
advancements in how we can design and develop 

components for our future vehicles to make them lighter and 
more efficient,” said GM Vice President Ken Kelzer, Global 
Vehicle Components and Subsystems. 

“For more than three decades, GM has used 3D printing 
to create three-dimensional parts directly from digital data 
through successive addition of layers of material. When we 
pair the design technology with manufacturing advancements 
such as 3D printing, our approach to vehicle development 
is completely transformed and is fundamentally different to 
co-create with the computer in ways we simply couldn’t have 
imagined before. The company has more than 50 3D printers 
that have produced more than 250 000 prototype parts over 
the last decade.”

As part of a multi-year alliance focused on innovation, GM 
and Autodesk will collaborate on projects involving generative 
design, additive manufacturing, and materials science.

“Generative design is the future of manufacturing, 
and GM is a pioneer in using it to lightweight their future 
vehicles. Generative technologies fundamentally change how 
engineering work is done because the manufacturing process 

is built into design options from the start. GM engineers 
will be able to explore hundreds of ready-to-be-
manufactured, high-performance design options faster 
than they were able to validate a single design the old 
way,” said Scott Reese, Autodesk Senior Vice President 
for Manufacturing and Construction Products.

Since 2016, GM has launched 14 new vehicle 
models with a total mass reduction of more than 2 
272kgs, or more than 160kgs per vehicle. Of those 
models, more than half of the vehicles shed 136kgs or 
more including the all-new 2019 Chevrolet Silverado, 
which reduced mass by up to 204kgs.

GM using generative design  
software, 3D printing, AI and cloud computing 

for vehicle lightweighting

“The company has 

more than 50 3D 

printers that have 

produced more than 

250 000 prototype 

parts over the last 

decade.”
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Yamazaki Mazak 
Corporation has 
announced the start of 

assembly operations at its 
latest production facility in 
Inabe City, Mie Prefecture, 
Japan. The company 
celebrated the completion of 
the initial construction phase 
of its sixth Japanese Mazak 
facility and 11th worldwide 
with an open house event 
attended by customers and 
distributors from across 
Japan.

While the final stage 
of construction is ongoing, 
the Inabe Plant has already 
begun producing new 
Variaxis Series five-axis 
machining centers and 
Versatech Series five-axis 
double-column machining 
centers. The facility also 
includes significant floor 
space devoted to performing 
test cuts for customers on 
these large machine tools. 
When the $176 million (¥20 billion) facility is finished, the 
56 000m² production floor will take over operations from the 
current Seiko Plant in nearby Kuwana City, which will serve as 
a machining facility for the Inabe Plant.

The new Inabe facility includes many features essential 
to the manufacture of high-precision machine tools, including 
advanced Industrial Internet of Things (IIoT) monitoring 
technology and environmental controls that prevent 
temperature changes beyond ±1ºC on the production floor. 
The current operations have already increased Yamazaki 
Mazak’s overall production capacity in Japan by 20 per cent, 
and the company plans to prioritise the expansion of its 

production floor to meet high levels of worldwide machine tool 
demand.

Like the company’s North American headquarters in 
Florence, Kentucky, the Inabe Plant will ultimately become 
a Mazak iSMART Factory™. A concept that represents the 
complete digital integration of factories with the use of state-
of-the-art manufacturing technology, Mazak iSMART Factories 
leverage the MTConnect® open communications protocol 
and Smooth Technology process support software toward 
harvesting data from production floor machines, cells, devices 
and processes. In addition, Mazak iSMART Factories feature 
high degrees of automation, five-axis machines and multi-

tasking technology, components that will 
eventually be a part of all Mazak factories 
worldwide.

Construction of the Inabe Plant began 
in 2016, with the first phase completed 
in February 2018. With the first phase 
completed, the production of large machine 
tools has been transferred to Inabe from the 
Minokamo Plant in the Gifu prefecture. In 
addition, by starting operations at the Inabe 
plant, overall production capacity in Japan 
has been increased by 20 per cent.

The company says the machine tool 
market is currently strong and further 
increases in production are planned, with the 
new plant ensuring the company’s ability to 
respond more effectively to the requirements 
of the domestic and overseas markets.   

For more information contact Hi-Tech 
Machine Tools on TEL: 011 608 0088 or  
visit www.hitech.co.za

Yamazaki Mazak starts assembly  
operations at its new Inabe Plant

The new plant has been opened to meet the increasing demand for large five-axis machine tools,  
specifically in the aerospace, construction and energy industries



Side mirrors on cars can sometimes be bothersome, 
especially if you are driving through a very narrow space 
in, for example, a car park. The chances of your side 

mirror making contact with another vehicle or some part of the 
building are obviously higher than any other part of your car 
except maybe the front and back bumpers.

The idea of dispensing with side mirrors has probably 
occurred to many people before. Perhaps they could be 
replaced with cameras in the rear lights, just above the bumper. 
These days, many cars have rear lights located higher up, near 
the top of the car. If cameras were positioned in among those 
lights, they would obviously provide a higher and broader view.

Regulations may prevent this, however, because some 
people might think relying totally on cameras is more risky than 
using mirrors and the human eye.

But removing the humble side mirror might free up car 
designers to make vehicles slightly wider or do other things 
their creative minds can conjure up.

Audi is often first with innovations of this type, and many 
others. It is credited with advances in painting many years ago 
that were eventually adopted by the rest of the automotive 
industry. In recent years, it has been showcasing more of its 
ideas for “virtual dashboards”, which probably will be the way 
all dashboards will eventually be.

Why bother with all those fiddly buttons and things? They’re 
more difficult to manufacture and probably less enjoyable to 
use than a touchscreen, or even one that responds to gestures 
and voice.

In its latest development, Audi has demonstrated a 
prototype of its electric vehicle, called e-tron (see pictures), 
which feature what the company calls “virtual exterior mirrors”. 
Audi claims this is the first time virtual exterior mirrors have 
been integrated into a volume-production car, and is planning 
to offer them as a high-end option.

Basically, they look like regular side mirrors, except they 
are much smaller and use cameras instead of mirrors. Audi 
appears to be motivated by wanting to make its cars more 
aerodynamic - another engineering feature it is famous for.

The company says the new e-tron is designed within a 
“sophisticated aerodynamics concept” and has drag coefficient 
of 0.28, which is at the very low end of the scale. In fact, this 
probably makes the e-tron one of the most aerodynamic cars in 
the world.

The Audi A3, A4 and A5 have drag coefficients of 0.31. 
A typical Formula One racing car has a drag coeffient of 0.7 
to 1.1. Among other cars that are in the 0.3 range are the 
Mercedes-Benz CLA 250, Volkswagen Bora, and Toyota Corolla.

New highly aerodynamic Audi design 
suggests cars may not have side mirrors in future
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At the recent 116th Annual General Meeting of 
shareholders DMG MORI Aktiengesellschaft welcomed 
approximately 450 shareholders. Thus some 88% of 

the share capital were represented. The shareholders voted 
with a clear majority to adopt the resolutions proposed by 
the Executive Board and Supervisory Board. Subsequently, 
the Supervisory Board voted Dr. Eng. Masahiko Mori as its 
chairman. He succeeds Prof. Dr.-Ing. Raimund Klinkner, who 
retires from the board.

Dr. Eng. Masahiko Mori has been the president of 
the DMG MORI Company Limited since 1999, which 
holds an indirect investment of 76.03% in DMG MORI 
Aktiengesellschaft, according to its latest voting rights 
notification. 

Record orders
Meanwhile the German arm of global machine tool giant 

DMG Mori, DMG Mori AG, has reported a record order intake 
for the first quarter of the year, with the firm breaking the 800 
million euro mark for the first time. And the Japanese parent 
has revealed early details of new technology involving AI and 
automation.

A boost of 18% saw DMG Mori AG notching up an order 
intake figure of 821.8 million euro (previous year was 693.9 
million euro), while sales revenues also grew, by 9%, hitting 
581.8 million euro (533.9 million euro the previous year).

Domestic orders grew by 21% to 251.7 million euro 
(previous year was 208.6 million euro); international orders 
amounted to 570.1 million euro (+17% on the previous year 
485.3 million euro) and the share of international orders was 
69% (previous year was 70%).

On 31 March 2018, the DMG Mori AG order backlog 
amounted to 1 541.9 million. The high order backlog and the 
very high capacity utilisation at the production plants have 
led to long delivery times, admits the company, but it says 
it is counteracting this development with stronger flexibility 
measures and sound business relationships to its partners 
and suppliers.

The company has also revealed plans for robot-based 
automation under the heading MATRIS - Module Automation 
Transfer Robot Intelligence System. Features of this are 
stated as: Great modularity for easy installation; No complex 
programming, with an in-house E-box MAPPSConnected set-up 
and flexible retrofit after delivery. 

Another technological development unveiled is AI/deep 
learning-based thermal compensation for turning machines, 
with this going by the name ‘Ultra thermal precision’. It 
employs machine-embedded sensors and AI on the CELOS 
control system.

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

Supervisory Board change at DMG MORI – 
Dr. Mori is new Chairman

The German arm of the global machine tool manufacturing company 
has reported a record order intake for the first quarter of the year, 

with the firm breaking the €800 million mark.
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That could lead to tariffs of up to 25 per cent on the same 
national security grounds used to impose US steel and 
aluminum duties.

Governments, lawmakers, automotive companies and 
industry groups from Asia to Europe to Canada and in the 
United States pushed back hard against the move, with many 
saying it would add to consumer costs and hurt jobs. The 
country’s largest automotive union gave muted support for the 
investigation.

“If this proposal is carried out, it would deal a staggering 
blow to the very industry it purports to protect and would 
threaten to ignite a global trade war,” US Chamber of Commerce 
President and Chief Executive Officer Thomas Donohue said in 
a statement. The influential lobbying group’s head urged the 
administration to reverse course.

In a statement, Commerce Secretary Wilbur Ross said: 

“There is evidence suggesting that, for decades, imports from 
abroad have eroded our domestic automotive industry,” and 
he promised there would be “a thorough, fair and transparent 
investigation.”

In particular, higher tariffs could hit Asian manufacturers 
including Toyota, Nissan, Honda and Hyundai. These companies 
regard the US as a key market, and the announcement of the 
investigation is reported to have sparked a selling of these 
companies’ shares across the region.

The governments of Japan, China and South Korea said 
they would monitor the situation, although China, which is 
increasingly eyeing the US as a potential market for its cars, 
added that it would defend its interests.

At a news briefing that focused largely on whether Beijing 
and Washington are making any progress in their growing trade 
dispute, Gao Feng, a spokesman at the Ministry of Commerce, 
said: “China opposes the abuse of national security clauses, 
which will seriously damage multilateral trade systems and 
disrupt normal international trade order.”

“We will closely monitor the situation under the US probe, 
fully evaluate the possible impact and resolutely defend our 
legitimate interests.”

The majority of vehicles sold in the US by Japanese and 
South Korean companies are produced there, but most firms 
also export to the US from plants in Asia, Mexico, Canada and 
other countries.

About one third of all US vehicle imports last year were from 
Asia.

In Tokyo, trade minister Hiroshige Seko said Japan, which 

accounts for about 40% of US vehicle imports, will continue to 
remind US officials that any trade measures must conform to 
the rules of the World Trade Organisation.

Japanese car makers did not issue individual comments but 
referred the matter to Washington-based Global Automakers, 
which includes Japanese companies among its members. 

Its chief executive, John Bozzella, said the move would hurt 
American consumers.

“The US auto industry is thriving and growing. 13 - soon to 
be 14 - companies produced nearly 12 million cars and trucks 
in America last year. To our knowledge, no one is asking for 
this protection. This path leads inevitably to fewer choices and 
higher prices for cars and trucks in America.”

Automotive import probe launched in US

The Trump administration has launched a national security investigation under Section 232 of 
the Trade Expansion Act of 1962 into car and truck imports that could lead to new US tariffs 

similar to those imposed on imported steel and aluminium in March. 

In particular, higher tariffs could hit Asian manufacturers including Toyota,  
Nissan, Honda and Hyundai. These companies regard the US as a key market, 

and the announcement of the investigation is reported to have sparked a  
selling of these companies’ shares across the region
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FFG Europe & Americas, the Eislingen-based (www.ffg-
werke.com) machine tool group with a variety of German, 
Swiss and Italian brands (including MAG, VDF Boehringer, 

Hessapp, Modul, Jobs, Tacchella, Pfiffner and others), is 
broadening its portfolio for gear-manufacturing solutions. 

In March, the group acquired the bevel-gear-generating 
and gear-shaping machines of the Chemnitz-based gear 
technology and retrofit specialist MHD. 

FFG Europe & Americas took over all assets of the 
company, including the exclusive rights for all products and 
intellectual property, enhancing the offerings for hobbing and 
form milling of the Modul brand and the MAG cold forming 
portfolio formerly marketed under the Ex-Cell-O brand. 

MHD was founded in 1990. It developed from a machine 
tool sales agency into a service provider for various gear-

hobbing products and finally a manufacturer of bevel-gear-
generating and gear-shaping machines. Its products have 
close ties to the Modul brand in Chemnitz, and some of 
them are partly based on original Modul know-how. 

The acquisition extends FFG’s capacities in the soft 
machining of geared workpieces in various shapes, 
sizes and complexities for the automotive, engineering, 
agricultural, material handling and other industries. 

The business and the machine series of MHD will 
be continued under the Modul brand at FFG Europe 
& Americas. Visitors to the AMB show in Stuttgart this 
September will have the chance to see the new Modul 
power skiving machine.

FFG acquires MHD  
gear-machining solutions

In line with its strategic agenda to broaden Sandvik 
Machining Solutions’ customer offering in digital 
manufacturing, Sandvik intends to acquire the French 

software company Metrologic Group from Astorg Partners at a 
price of 360 million euro, on a cash and debt free basis.

Headquartered in Meylan, France, Metrologic Group is 
a market leader in agnostic metrology software. In its fiscal 
year ending in September 2017 Metrologic Group generated 
revenues of 43.3 million euro. Metrologic Group would form 
a new business unit within a new product area in Sandvik 
Machining Solutions and would maintain brand independence, 
in line with Sandvik’s decentralised business model. The 
Metrologic Group management team would remain with the 
company.

“I am very pleased about this first material step towards 
an increased offering in digital manufacturing in Sandvik 
Machining Solutions. This enables a broadened customer 
offering covering more of the total manufacturing value 
chain,” says Björn Rosengren, President and CEO of Sandvik.

Metrologic Group’s offering includes agnostic software for 
metrology, automation and robotics control as well as services 
for calibration and 3D-measuring. Products are used globally 
in most industries, including automotive, aerospace, energy, 
general engineering and consumer goods, all similar to that of 
Sandvik Machining Solutions.

The combined offering of Sandvik Machining Solutions 
and Metrologic Group would help customers achieve a more 
seamless manufacturing chain by linking the machining and 
quality assurance processes.

“By merging Sandvik Machining Solutions’ know-how 
about materials, customer applications and machining 
processes with Metrologic’s deep understanding of 
measurement technology, we would be able to further expand 
the offering of increased productivity. I am convinced that 
this step towards increased digital manufacturing will be key 
for continued success for Sandvik Machining Solutions,” says 
Klas Forsström, President of Sandvik Machining Solutions.

The transaction is expected to close mid-2018 following 
consultation with works council and is subject to customary 
regulatory approvals. Impact on earnings per share will initially 
be neutral to slightly positive.

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 

Sandvik to acquire metrology  
software company Metrologic Group
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Two years worth of discussions with a major third party 
have led to a development that will greatly enhance 
Bloodhound SSC’s (www.bloodhoundssc.com) ability to 

raise funds and achieve its goals. 
A spokesman said: “We are in the middle of detailed 

planning so can’t divulge specifics, but we hope to be in a 
position to do so very soon.” 

“There have been many false dawns over the life of 
the project and we have regrettably but unavoidably tested 
the patience of our friends, supporters and team. The 
Bloodhound leadership firmly believes that this development 
will be a game-changer but we want to prove this, not merely 
hope for it.” 

“While intense fund-raising activity has been on-going, the 
project has suffered a setback, in the form of two important 
suppliers going into receivership before they were able to 
complete their work on Bloodhound.” 

“In light of this, but with the very real prospect that our 
ability to raise funds is about to be transformed, the team 
has re-evaluated plans for running the car.” 

“The opportunity now exists to reduce the time delay 
between conducting the high-speed tests - known as ‘BH500’ 
- and the first record attempt.” 

The plan is for the car to be flown to the Northern Cape, 
South Africa, in May 2019, ready to take advantage of a 
desert surface ‘freshly conditioned’ by seasonal flooding. 

A record attempt will be made later this year (October-
November). The car will remain in South Africa between these 
events, greatly reducing the logistics costs. 

Development of the mono-propellant rocket required for 
the first record attempt will resume this August, with tests 
taking place at Newquay Aero Hub, where Bloodhound SSC 
completed its 200mph shakedown runs.

Bloodhound  
to make record 

attempt in  
2019
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For the second year running Gebr. Heller Maschinenfabrik 
GmbH has been awarded the prestigious General Motors 
2017 Supplier of the Year Award within the category of 

Indirect Material and Machinery.
The award was presented for the Heller RFK and DRZ 

ranges of crank shaft machinery, engineering and applications 
which are being used by GM in many global manufacturing 
plants, it’s also interesting to note that Heller was the only 
metal cutting machine tool company chosen for an award this 
year.  

Since the machine installations, GM has seen significant 
reductions in crank shaft production costs along with 
consistency of accuracy and reliability, all of which contributed 
to the receiving of this award.

Wolfgang Maerker, Vice President of the Heller Crank 
and Cam Shaft Division, commented “GM have been very 
supportive of our company and we are honoured yet again to 
win this award.”

This year General Motors chose the Disney Yacht and 
Beach Club Resort, Orlando Florida for the award conference 
and presentation events. Over 600 GM and supplier company 
executives and their guests attended the event, the encore 
being a magnificent private 3D firework display above the lake 

at the Epcot Center.
The event was hosted by Steve Kiefer, GM Senior Vice 

President Global Purchasing and Supply Chain, who explained 
in great detail how GM are working with suppliers to form 
strategic partnerships with higher quality intercompany 
relationships at all levels.               

General Motors has over 20 000 suppliers globally and 
this year only 132 of these suppliers were presented with 
awards within 11 different categories, the requirements for 
the awards being very detailed with a major focus on quality, 
innovation, delivery, performance, safety, commercials and 
customer support.

The event also included several “team building” events 
that enabled the attendees to look at new ideas and 
innovations in both the automotive and business worlds. The 
team building also provided a platform for group networking 
with the GM executives and staff. 

Stephen Pegram, Vice President of Sales for Heller, 
said “GM are using the very latest technology to produce 
several ranges of crank shafts. Our teams have worked and 
ensured our projects have been successful and to the original 
timelines. Our thanks to GM for the recognition and award.”

Heller wins 
General Motors 

2017  
Supplier of the  

Year Award

Widia has created an app to quickly access machining 
speeds and feeds for Widia tooling without interrupting 
production. The newly released Machining Central 

app scans the Widia product barcode or searches the tool’s 
corresponding order number or an ANSI or ISO catalog number 
to automatically generate product information and availability 
along with feeds and speeds in seconds.

Designed for machinists and engineers alike, Widia’s 
Machining Central app also addresses specific machining 
needs that our recommended speeds and feeds may not quite 
address. The app features three NOVO (a Widia-developed 
programming software) based calculators, including end milling 
and face milling calculators.

“Widia strives to provide resources to increase productivity 
for our valued customers – Machining Central is just another 
way we’re doing that. The app provides scan, search and 

calculate functions, all in the palm of the user’s hand - simple 
and quick, without interrupting productivity. Widia loves getting 
app user’s feedback, as it’s essential to development and 
improving the user’s experience,” said Tarah Mendez, Digital 
Marketing Programme Manager with Widia.

Machining Central can be downloaded from the App Store 
or Google Play. After downloading the app, visit www.widia.com 
and provide your feedback to receive a complimentary Widia-
GTD bottle opener.

For more information contact Widatech on TEL: 011  
450 2108, email: info@widatech.co.za or visit www.widia.com

Widia releases app  
for access to product 
feeds, speeds
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At its Digital Day 2018 
event the BMW Group 
displayed technology 

applications destined to 
transform the automotive 
world in the near future. 
Starring among these 
was the appearance of 
a mysterious motorcycle 
frame that certainly raised 
some eyebrows. 3D printing 
is already producing car 
components.

The BMW Group Digital 
Day 2018 event was, 
as its name suggests, a 
taste of the cutting-edge 
technologies that BMW is 
working on. Unsurprisingly 
this year’s central theme 
revolved around information 
technology, with topics 
like designing for the 5G 
mobile standard, the use 
of artificial intelligence in 
autonomous cars, how mixed 
reality applications can speed up development processes and 
connected vehicles and software operating systems for cars. 
There was also a corner dedicated to 3D printing tech.

Apparently BMW follows closely the developments 
in printing three-dimensional objects. Its Research and 
Innovation Center in Munich already incorporates an Additive 
Manufacturing facility that produces some 140 000 3D 
printed parts per year for several departments of the Group.

These include anything from cosmetic plastic bits for 
customised Minis, to aluminium mountings for the soft roof 
of the i8 Roadster and parts of the fuel pump in BMW’s DTM 
racing cars. Nevertheless, it’s fitting that a 200HP S1000RR 
motor in a 3D printed frame and swingarm takes things to 
another level.

BMW Motorrad has never been shy to innovation, recently 
revealing a new method for cheap carbon composite parts 
and, once again, the items on display were a motorcycle 
frame and swingarm. Searching for alternatives to the 
archetypal metal chassis seems to be high in BMW’s 
priorities.

Unfortunately, although BMW is all too keen to emphasise 
on how you can order your Mini with your name carved on the 
glove compartment cover, there’s not a single word about this 
frame, not even what it is made of.

BMW identifies two important advantages to 3D printing 
vehicle parts. It is faster and cheaper. There’s very little doubt 
that it is a potential revolution in itself, at least as far as its 
effect on the automotive industry is concerned, and the signs 
are there for all to see, ranging from titanium brake calipers 
to complete city cars, and even supercars.

There’s probably no problem in printing a complete frame 
that’ll have to bridle 200 horses if it can hold its own in a 
supercar, it can certainly deal with the S1000RR. After all, 
someone else has already fitted a 3D printed frame with a 
supercharged 300-hp motorcycle engine - the Kawasaki H2.

BMW hints at future plans, 
with 3D-printed motorcycle frame
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Coherent has expanded 
their portfolio of 
industrial laser-based 

machine tools with its 
recent acquisition of O.R. 
Lasertechnologie GmbH 
(Dieburg, Germany). O.R. 
Lasertechnologie produces 
a range of compact, high 
precision tools for laser 
additive manufacturing, 
including both direct metal 
deposition (DMD) and 
selective layer melting (SLM) 
technologies, as well as 
systems for cutting, welding, 
marking and engraving. Their 
products are used in diverse applications, including dental, 
medical, jewelry, automotive and aerospace.

“The acquisition of Rofin-Sinar made Coherent into a 
major force in laser machine tools, and O.R. Lasertechnologie 
now gives us a complementary product line that specifically 
increases our solutions portfolio in additive manufacturing,” 

notes Thomas Merk, Coherent 
Executive Vice President and 
General Manager, Industrial 
Lasers and Systems.  

“Additionally, their 
products will seamlessly 
integrate with our current 
offering because the O.R. 
Lasertechnologie approach is 
congruent with the Coherent 
philosophy, which is to provide 
high performance, precision 
systems. We see this as key 
to enabling lasers to displace 
other legacy manufacturing 
technologies in a variety of 
industries. For example, these 

advantages have already allowed O.R. Lasertechnologie to 
enjoy success with their solutions for dental and medical 
device manufacturing.”

Founded in 1966, Coherent, Inc. is one of the world’s 
leading providers of lasers and laser-based technology for 
scientific, commercial and industrial customers.

Privet Fund Management LLC has 
announced that it has completed 
the acquisition of Hardinge Inc., 

a leading global provider of advanced 
metal-cutting machine tool solutions 
and accessories. Under the terms of 
the agreement, Privet acquired all 
shares of Hardinge common stock not 
currently owned by Privet for $18.50 
in cash, for a total transaction value of 
approximately $245 million.

Hardinge designs and 
manufacturers metal cutting machine 
solutions and aftermarket tooling 
and accessories for customers 
and partners in over 65 countries 
worldwide. The company offers an 
expansive product portfolio of high-
precision CNC turning, milling and grinding machines, as well 
as workholding and accessory products. Its unique and vast 
product offerings enable it to provide customers with a full 
solution to their manufacturing requirements.

“Hardinge has been an established global brand and 
solutions provider to manufacturers for over 100 years. Privet 
understands and appreciates the opportunities for growth in 
our industry and we are excited to partner with them. This 

deal will enable us to better focus on 
long-term growth and performance of 
our business,” said Chuck Dougherty, 
President and CEO of Hardinge.

“Hardinge has been on the 
forefront of innovation with a full 
spectrum of advanced machine tool 
solutions and we are thrilled to work 
with the management team to further 
the company's leadership position," 
"We've been extremely impressed 
with the depth of the leadership team 
and the company's strong market 
position, and are confident that we 
can help expand and accelerate the 
business and create even greater 
value for Hardinge’s customers and 
partners worldwide,” said Ryan 

Levenson, Principal of Privet Fund Management.
In addition, Hardinge announced the relocation of their 

global headquarters from Elmira, NY to Berwyn, PA located in 
the Philadelphia area effective immediately.

Additional information about Hardinge Inc. can be found 
on its website www.hardinge.com

For more information contact F & H Machine Tools on  
TEL: 011 397 4050 or visit www.fhmt.co.za

Coherent acquires laser additive 
manufacturing machine manufacturer OR Laser

Privet Fund Management LLC completes 
acquisition of global machine tool solutions  

provider Hardinge Inc
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China has issued an arrest warrant for Chen Yongkai, 
chairman of debt-ridden Dalian Machine Tool Group 
Corp., who is suspected of loan fraud, the Chinese 

newspaper Caixin has reported.
Once a major industry player, Dalian Machine Tool is now 

undergoing bankruptcy proceedings after multiple defaults. 
The case has highlighted the overcapacity problem in the 
heavy machine tool manufacturing sector, which supplies 
equipment to industries engaged in the production of cars, 
airplanes and ships, amid slowing economic growth.

The Jiangxi Provincial Public Security Department, the top 
law enforcement body in the southeastern province of Jiangxi, 
is investigating a loan fraud case involving the privately owned 
company and Chen is a suspect, the national Ministry of 
Public Security said in an arrest warrant seen by Caixin.

The ministry has called on police agencies across the 
country to immediately search for Chen, and is seeking 
information on his whereabouts.

One of Dalian Machine Tool’s creditors, Zhong Jiang 
International Trust Co. Ltd., which is run by the Jiangxi 
government, is reportedly involved in the case.

Between September and November 2016, Dalian Machine 
Tool raised 600 million yuan ($93.9 million) through a series 

of trust products launched by Zhong Jiang International Trust, 
and offered accounts receivable worth nearly 760 million 
yuan as collateral.

Despite the cash injection, the firm began defaulting 
on bonds in December 2016. The trust firm later found 
that Dalian Machine Tool faked the accounts receivable 
documents. It then filed a lawsuit with a Jiangxi court in early 
2017, a Zhong Jiang staff member told Caixin.

The court referred the case to the police, according to a 
Dalian Machine Tool filing (link in Chinese) to the Shanghai 
Clearing House, one of China’s central securities depositories.

Chen, 56, owns a majority stake in Dalian Machine Tool, 
which is based in the northeastern rust-belt province of 
Liaoning.

The company has defaulted on multiple bonds since late 
2016. More than 100 creditors had reported claims totaling 
22.4 billion yuan against the company by April 28, according 
to one of its most recent filings.

Dalian Machine Tool reported 9.3 billion yuan in revenue 
in the first three quarters of 2016, while its operating costs 
hit nearly 9.1 billion yuan. During the same time, its net profit 
declined nearly 20% year-on-year to less than 80 million yuan. 
It has not disclosed financial figures since then.

Arrest warrant issued for boss  
of bankrupt Dalian Machine Tool
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Featuring power and force-
limiting technology, Yaskawa 
Motoman’s six-axis HC10 

collaborative robot (cobot) works 
safely with or near humans by 
stopping in the event of contact 
with an operator.

Featuring power- and force-
limiting technology, Yaskawa 
Motoman’s six-axis HC10 
collaborative robot (cobot) 

works safely with or near humans 
by stopping in the event of contact with an 
operator. Dual torque sensors in all joints 
continually monitor force to quickly react to contact. It is 
designed to eliminate operator pinch points. Through-arm 
utilities hide cabling and increase safety by reducing the risks 
of snagging or interference with other equipment.

In addition to programming with a teach pendant, users 
can hand-guide the cobot to teach new programme paths. 
This feature enables fast deployment or redeployment on 
demand, decreasing system downtime and increasing ROI. It 

optimises cycle times based on risk assessments and process 
requirements when operating at full or collaborative 
speed. 

The cobot has a 10kg payload and 1 200mm of 
reach. It can perform a range of material handling, 

machine tending, packaging and light 
assembly tasks. Function-specific tooling 

and accessories are available from the 
company’s partners.

The cobot is controlled by the 
company’s YRC1000 controller, which is 
built to a global standard and does not 
require a transformer for input voltages 

ranging from 380 to 480 VAC. The controller 
is compact (598mm x 490mm x 427mm), reducing space 
requirements. Its I/O communication speed is improved 
for better work efficiency. A single controller-to-robot cable 
improves reliability. The programming pendant design has 
enhanced ergonomics and lighter weight.

For further details contact Yaskawa Southern Africa on 
TEL: 011 608 3186 or visit www.yaskawa.eu.com

PRODUCT   REVIEW

OSG ADO-SUS coolant-through carbide drill for 
stainless steel and titanium alloy

ADO-SUS drill series is OSGs next generation line of carbide coolant- 
through high performance drills, designed to drill stainless steels,  

titanium alloys and various other materials.

The OSG ADO-SUS is one of OSG’s latest innovations for 
drilling stainless steel and titanium alloy with predictable 
and consistent tool life. This coolant through 

carbide drill series has adopted a tool geometry that 
emphasises sharpness to reduce work hardening, 
thereby prolonging tool life for post processing 
including reaming and tapping. Its new flute 
form encourages the creation of small cutting 
chips, which is essential for trouble-free chip 
evacuation. 

The flute design produces optimal 
chip shape, thereby fulfilling smooth 
chip evacuation when drilling. The 
margin form is designed to realise low 
resistance and low cutting temperature.

Furthermore, the OSG ADO-SUS has 
employed a unique oil hole design - 
Mega Cooler - for diameter sizes above 
6mm in 3D and 5D to suppress heat 
generation and to facilitate smooth chip 

evacuation in difficult-to-machine materials.
With the addition of OSG’s WXL coating, stronger adhesion 

strength and resistance against welding can be achieved.
8D sizes added to ADO-SUS carbide drill series  

8D sizes have been added to OSG’s ADO-SUS, a 
coolant-through carbide drill series engineered to 

excel in difficult-to-machine materials such as 
stainless steels and titanium alloys.

 Work hardening, welding, elongation of 
cutting chips and poor thermal conductivity are 

common problems in the machining 
of stainless steels and titanium alloys. 
The ADO-SUS series has adopted a tool 
geometry that emphasises sharpness 
to reduce work hardening, thereby 
prolonging tool life for post-processing 
including reaming and tapping. 

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

Yaskawa Motoman’s 6-axis  
cobot eliminates operator  

pinch points
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Fanuc’s new Scara robots feature high-speed, precise 
operation for pick-and-place, assembly, testing, inspection 
and packaging processes in a wide range of industries 

including consumer electronics, auto component, plastics, 
food and beverage, lab automation, appliances and medical 
device manufacturing. A compact, lightweight design provides 
significant space savings.     

Fanuc’s new Scara robots represent the next level of 
speed and precision for assembly and material handling 
applications. With the addition of Scara robots to the small 
robot lineup, Fanuc is able to provide customers with a cost-
effective solution to achieve higher productivity, even when 
micron-level tolerances are required.

The SR-3iA offers a 3kg payload, 400mm reach, and 
200mm stroke, and the SR-6iA has a 6kg payload, 650mm 
reach and 210mm stroke. Motion performance for Fanuc’s 
new Scara robots are best-in-class.

Powered by the new R-30iB Compact Plus controller, the 
new Scara robots offer the same intelligence and reliability 
available on all Fanuc robots, including integrated iRVision, 
force sensing, conveyor tracking, fieldbus connectivity, 
integrated safety, and most other software options. Fanuc’s 
new Scara iRProgrammer software interface is easy to use for 
programming with Tablets or PCs, and can be accessed via a 
Web browser. 

Included in the Fanuc Scara robot features and benefits: 
• Ultra-compact footprint and slim profile minimises 

interference with peripheral devices
• Two models available: SR-3iA (400mm reach) and SR-6iA 

(650mm reach)
• Lightweight design enables easy system integration and 

continuous fast operation
• High inertia capacity maximises flexibility to handle large 

work pieces
• Generous vertical stroke makes it possible to perform 

assembly, packaging and handling operations
• Bottom cable exit (optional) provides cable protection, and 

saves valuable floor space for higher efficiency
• Integral air lines, 24VDC power and I/O signal cables, and 

solenoid valves (optional) simplify system integration and 
reduce overall cost

• Brake release switch on the robot’s arm allows easy error 
recovery

• New high-performance R-30iB Compact Plus controller 
requires minimal space and allows layout and installation 
flexibility

• New web-based iRProgrammer user interface for intuitive 
and easy robot setup and programming on a Tablet or PC 
(Teach Pendant is optional)

• Standard CE/NRTL compliance on the R-30iB Compact Plus 
controller allows global deployment without any additional 
cost

• Same high performance intelligent software options across 
the entire FANUC robot line, including iRVision (Integrated 
Vision), force sensing, conveyor tracking, fieldbus 
connectivity and integrated safety

Fanuc’s Scara robots will be launched in South Africa at 
Electra Mining 2018.

For further information contact Fanuc South Africa on  
TEL: 011 392 3610 or visit www.fanucsa.co.za

Scara expands Fanuc  
small robot lineup

With the introduction of two new Scara robots, Fanuc has expanded its small robot offerings for 
high-speed pick-and-place, assembly, testing/inspection and other applications.
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Edgecam 2018 R2, from 
Vero Software, contains 54 
items of new or enhanced 

functionality that improve 
productivity across a range 
of cutting technologies and 
machining strategies.

They include significant 
changes to the Pre-Drill Approach 
Roughing cycle, creating features 
from wireframe entities, 3D 
milling cycles in mill-turn Rotary 
mode, 28 new technology 
databases in the Wire EDM 
module, and Tombstone.

The Tombstone Manager 
features an Add Tombstone 
function to ensure users never 
overwrite their master tombstone 
assembly. The tombstone can 
also accommodate an unlimited 
number of components. Once 
inserted, the tool paths are 
automatically merged. 

As an improvement to the 
Pre-Drill approach strategy, the 
software automatically creates 
drill-hole positions and keeps the 
drilling tool path associative to 
the Roughing cycle. This enables 
users to deploy multi-level and 
depth functions within a hole 
cycle to automatically locate the 
best entry position for the drill 
cycle.

The Rough Turn cycle 
includes several lead parameters 
enabling the user to roll in and 
out of each cut with a tangential 
arc. A bi-directional tool path can 
be created for use in conjunction 
with Sandvik Coromant’s 
CoroTurn Prime turning inserts. 
The cycle’s collision detection 
capability automatically removes 
potential crashes between the 
tool and the tailstock.

Edgecam Inspection module’s 
evolution continues with 14 
enhancements, including full 
post-processor support from with 
the Code Wizard.

Major items include the 
introduction of NC Gateway, 
which communicates with 
the machine tool, plus ‘Best 
Fit’ calculation, which allows 
alignment of the workpiece. As well as the new ‘Inspect 

Rectangle’ feature, both the 
‘Options’ and ‘Inspect Toolpath’ 
dialogues include new features. 
Users may now influence both the 
Work Datum and the Tool Offset, 
and view the status from within 
the NC output and the Inspection 
Report.

Edgecam Designer’s 2D 
Drawing Module creates views 
and sections of the 3D model in 
the Designer file. Features include 
dynamic view creation, shaded 
and wireframe views, fixed and 
variable sections, detailed views, 
and outbreaks. The 2D drawing 
and its associative dimensions 
can be updated when changes 
are made to the 3D model.

Through improvements in 
the toolpath algorithm, Edgecam 
2018 R2 provides a significant 
performance improvement with 
the ‘Pick Solid Faces’ function. 
Time savings of over 50% can be 
achieved, thanks to the manner in 
which the cycle gathers data for 
toolpath calculation.

The Thread Mill cycle has 
been enhanced for closer toolpath 
control and greater flexibility. 
Five new parameters allow 
users to deploy peck and multi-
pass tool paths for machining 
hard materials or when a better 
surface finish is required. Further 
options in the Lead tab add 
control with toolpath ordering.

When forced to use the same 
tool number, but for different 
tools, programmers in the turning 
environment can now use the 
Replace Active Tool function so 
that the simulator will only display 
a single tool in the turret during 
playback. 

The software’s Designer, 
Inspection and Wire EDM 
modules have been updated with 
added support and new tools for 
enhanced performance. Additional 
programme updates include new 
functions in the Preferences 
section, an improved toolpath 
algorithm and added features to 
Rotary mode.

3D milling cycles in the Mill/Turn environment have 

Customer feedback drives number of 
updates in latest Edgecam 2018  

R2 release
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now become available whilst in working Rotary mode. 
Previously, these cycles were restricted to Planar mode.

When being forced to use the same tool number 
but for different tools, programmers in the turning 
environment can now use the ‘Replace Active Tool’ 
function, so the simulator will only display a single tool 
in the turret during playback.

Multiple user experience enhancements
When viewed individually, small enhancements 

don’t appear to have a significant impact. However, 
when added together, their sum total has an important 
effect on the day-to-day operation of the software.

A good example are the three enhancements found 
in the ‘Preferences’ section of Edgecam 2018 R2. 
Users now have the choice to activate a toolkit by simply 
using the new ‘Automatically Create Toolkit’ check-
box. They can also use the new ‘Job/Toolkit Update’ 
preferences settings when generating NC output. And 
the new ‘Technology warning’ check-box helps avoid 
misrepresenting tools feed and speed settings.

Manufacturers working with turning tools can now 
pre-state the ‘CSS’ condition from the tool store. This 
avoids individually setting the status every time the tool 
is chosen.

In the case of Face Grooving tools, programmers 
can now add further details to the description of the 
tool by adding ‘Maximum/Minimum Diameter,’ which 
is particularly useful for Strategy Manager authors. Still 
with turning, Edgecam 2018 R2 allows any tool type to be 
deployed when executing the Thread Turning cycle.

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



98   METALWORKING NEWS   V 17.3   July 2018

The DVF 5000, Doosan Machine Tools’ next-generation 
5-axis compact machining center, offers a diverse 
range of tailored options, automation, and maximum 

convenience, enabling unmanned machining. As such, it 
is part of the company’s lineup of multitasking machines 
designed for machining diverse and complex shapes.

The Doosan DVF 5000 5-axis machining center is a 
rigidly built machine equipped with an 18.5 kW/12 000 
rpm directly-coupled spindle (18 000 rpm built-in option). 
Available initially with the Heidenhain iTNC640 control, 
DVF 5000 models with Fanuc and Siemens controls will be 
available later in the year.

The DVF 5000 boasts 40m/min rapid feed rates on X, 
Y and Z axes, is equipped with linear guides for improved 
accuracies and features a 500 by 450mm table (630 by 
450mm table also available) that can carry a maximum load 
of 400kg. A servo-driven ATC that can hold up to 120 tools 
with a 1.3 second tool-to-tool changeover time is a further 
feature.

The table is designed for user-friendliness and 
consummate work efficiency, while the motor for turning 
the B and C axes features a spur gear for enhanced anti-
abrasion and durability. Nodular cast iron has been applied 
to the entire structure to prevent structural sagging, while the 
addition of supports makes it possible to machine workpieces 
weighing as much as 400kg with great power and precision. 

  The machine can be fitted with 12 000 r/min direct-
connected and built-in spindles as optional features, while 
the built-in spindle offers a maximum speed of 18 000 r/min, 
making it suitable for high-productivity machining of diverse 
workpieces. 

  The tool magazine with a maximum capacity of 120 
tools can perform diverse machining with one setting, while 
the tool length measurement device (optional) can perform 
precision machining. 

  In particular, there’s only a short distance from the 
centre of the DVF 5000’s pallet to its door surface, enabling 
the operator to easily check the machining status. The 
multi covers that are designed for automated loading and 
unloading of workpieces enable the opening and closing 
of the center, allowing the crane to reach the centre of the 
pallet. In addition, the auto workpiece change system realises 
fully automated, unmanned machining. 

  The improved coolant tank filter facilitates the discharge 
of chips, thus offering an optimal solution for machining 
difficult-to-cut workpieces.

The tool magazine with a capacity of 120 tools improves 
productivity, while the adoption of a tool length measuring 
device as a standard provides additional support for precision 
machining. 

For further details contact Puma Machine Tools on  
TEL: 011 976 8600 or visit www.pumamachinetools.co.za

Doosan DVF 5000 
5-axis machining center 
Compact type simultaneous 5-axis machine tool 
enabling high-speed and complex machining. 

Hypertherm’s ProNest 2019 is a major 
version update of the company’s 
advanced CADCAM nesting software 

for automated cutting. This new release 
contains more than a dozen new features 
and enhancements designed to make 
customers more efficient and profitable. New 
features include:
• Raster to vector conversion to quickly 

convert jpeg and similar images into CAD 
files for cutting

• Fly cutting for faster laser cutting on thin 
material, and the ability to pierce without 
slowing down or stopping the cutting head

• Design2Fab® 6 integration so customers 
cutting sheet metal can access fittings 
directly from ProNest

• Drag rotation for faster manual nesting and even better 
plate utilisation, especially when nesting around the 
contours of larger parts

“Regardless of cutting method - plasma, laser, waterjet, 
oxyfuel, or combination punch - ProNest 2019 builds on 
an already strong foundation to ensure customers have 
the features they need to improve their productivity and 

profitability,” said Tom Stillwell, Sr. product 
marketing associate for Hypertherm 
CADCAM software products. “At the same 
time, this new version continues to include 
features that more fully automate the 
cutting process and expand user capabilities 
through smart factory and Industry 4.0 
integration with ERP/MRP systems and a 
host of other supporting software.”

ProNest software is selected by more 
cutting machine manufacturers than any 
other brand. It is the only software with full 
support for Hypertherm SureCut technology, 
including True Hole, Rapid Part, and True 
Bevel, plus easy setup, and optimised 
process parameters.

In addition, Hypertherm is releasing 
upgrades to its ProNest LT and ProNest LTS software for 
lighter production environments. Users with an active 
software subscription can upgrade to the new version of their 
respective product at no additional charge and continue to 
receive unlimited technical support, and other benefits.

For more information contact contact Craig Sterly of 
Hypertherm on email craig.sterly@hypertherm.com or visit 
www.hypertherm.com

Hypertherm’s ProNest 2019
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Vero Software’s Radan 2018 R2 sheet metal programme 
includes updated functionality that enables users to 
have a greater degree of manual control when needed. 

It also provides automation tools for improving productivity. 
While Radan 2018 R2 
continues to provide 
important automation tools 
for improving productivity, 
according to company 
officials, users’ knowledge 
and experience of a 
company’s components can 
address certain specifics 
that are often unique to 
their own manufacturing 
procedures.

One such new tool is 
Grid Nesting, which gives 
additional flexibility for 
users wanting to create or 
manipulate a nest manually. 
For example, if a sheet isn’t 
completely full, users can let 
the automatic nester take 
over, or, if they have a clear 
idea of what they want to do, 
this new function provides 
a simple way of filling a 
space with a particular part. 
Users can even stipulate 
the direction they want 
individual parts nested in.

Because plasma cutting 
generates high heat, users 
may need to reverse the 
cutting direction of the 
machine. Reverse Cutting 
Direction is another example 
of providing additional 
user control. This new 
functionality is particularly 
important for CNC plasma-
cutting tools, where working 
thicker material often 
generates considerable heat, 
which can cause the metal to 
distort. With this feature, the 
challenge can be resolved 
with a single mouse click to 
simply reverse the cutting 
direction on certain areas of 
the material where there might be an issue.

A major automation update provides an improved way 
of calculating the most effective remnants. Previously, the 
operator had to manually choose the shape of the remnant - 
a square or rectangle - but the Improved Remnant Handling 
function reportedly ensures that the best possible option is 
always cut.

Picker Arm Movement provides additional automation on 
the machine tool. With this function, Radan predicts the best 
way to handle a part. This shifts responsibility away from the 

user.
The programme’s Production Pack feature saves time by 

eliminating the manual process for each nest. The user may 
use this feature by clicking a mouse to introduce additional 

information into the pack. The 
programme produces the 
pack automatically for any 
number of nests.

An updated set of 
Automation Options enables 
users to create templates 
to specify steps. Previously, 
these had to be set up 
manually. This feature 
applies to all parts without 
the need for the user to 
change anything manually.

DIN Unfolding enhances 
the way a part is unfolded 
and places more emphasis 
on the designer’s intentions, 
particularly regarding the 
importance of the radius, 
according to the company.

Other improvements 
to the Bend Sequence 
Templates allow information 
to be brought in detailing 
where joggles and hems 
should occur. Show Unfold 
Dimensions is an onscreen 
overview showing the 
key dimensions of the 
blank. It also appears on 
all reports so operators 
can readily check they 
have the correct part, 
streamlining the shopfloor 
process. The new Auto-Cut 
Review function provides 
assisted automation for 
more complex parts. Clone 
Change Points is a way 
of duplicating manual 
changes. A number of 
updates to Radan’s 
Logistics suite include giving 
users three different options 
on how they calculate the 
cost of material used to 

make an individual part. A 
workflow enhancement to import parts from CSV files into 
quotes and orders leads to a more streamlined process.

Finally, Batch Bending reduces the number of mouse 
clicks, by introducing all single part 3D files into the module.

The theme of Radan 2018 R2 has been balancing the 
quest for automation to improve productivity even further, with 
quick, manual options to give an extra degree of flexibility 
where required.

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

Vero’s Radan offers both more  
automation and manual control
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Sheet metal bending is a relatively simple operation from 
a mechanical point of view, but getting a high quality 
bent piece is not as simple. We need bending presses 

with a high technological content and experienced operators, 
or alternatively a highly performing automated system. 
Euromac has decided to follow this second path by creating 
FX Bend Cell, a flexible and easy-to-use automated folding 
cell that combines the quality of processing with constant 
performance over time.

Integrated robot
“Finding manpower to dedicate to bending operations is 

becoming an increasingly difficult challenge to deal with,” 
comments Ferran Villanueva, Sales Manager of Euromac. 

“Furthermore, the activity carried out by a bender requires 
a high level of concentration, to guarantee the same quality of 
the finished piece throughout the entire working day. With the 
new FX Bend Cell folding cell we are able to overcome these 
two problems. The robot that serves the press in fact ensures 
the consistency of the bending quality working on three shifts, 
24 hours a day, and proves reliable and flexible allowing a 

rapid change from one batch to the next. It is therefore an 
automation system suitable both for companies that have a 
production based on large batches, and for those that work 
many batches of small volumes.”

Being an extremely versatile solution, FX Bend Cell proves 
to be suitable for most applications involving sheet metal 
processing. Our customers are active in sectors ranging from 
home appliances to kitchen furniture, from electrical boxes to 
cold, everything related to white, elevator manufacturers, from 
medical instruments to the production of panels for music 
consoles up to the military sector,” comments Villanueva. 

“The combinations of sizes and thickness of the sheet that 
can be processed are many and also depend on the material, 
whose density difference affects the moment of inertia and 
therefore the maximum length of the panel. To give you a 
rough idea, with the KR10 we can process a steel sheet of  
1 000 x 600 x 1.5mm, while with the KR60 robot you can 
work without difficulty a panel of 1500 x 600 x 3mm.”

For further details contact CML Machine Tools on  
0861 422 423 or visit www.cmlmachines.co.za

Euromac’s 
FXbend Cell

The Kennametal Narrow Slotting (KNS) cutter has been 
developed to ease some of the issues associated with 
this common machining operation.

Kennametal’s KNS has a double-V design for secure insert 
retention. A combination of radial and axial positioning not 
only improves tool life but part accuracy as well, says the 
company. The insert range accommodates slot widths from 
1.6 to 6.4mm.

Inserts are available in single or double-ended cutting 
edges, with either a flat or full radiused 
cutting edge. Cutter diameters range 
from 63 to 250mm and, depending 
on the body size, arbor or shell 
mounting (or both) is possible.

Three insert grades are offered 
with the KNS programme. KCU25 
and KCPM40 are multi-phase 
PVD grades that provide edge 
stability and wear characteristics 
in steels, stainless steels and 
high-temperature alloys, even at 
elevated feeds and speeds, says 
the company. KCPK30 is a CVD-
coated grade suitable for rough 
milling and the general machining 
of steels and cast iron.

Good carbide is important, but 
so too is insert geometry. Thanks 
to a positive rake geometry and 
special edge preparation, KNS 

inserts are free-cutting without sacrificing the edge toughness 
needed in most slotting applications. Whats more, SGP 
geometry is said to promote excellent chip flow, curling even 
the stringiest materials into tight, easily-evacuated Cs and 9s.

The symmetrical Easy-X wrench design means no more 
digging in the chip pan for lost screws and inserts, 

no more wedges or clamps to misplace; 
simply pop the wrench into the cutter body, 
give it a twist, and the insert is replaced, 
even in tight quarters. Each cutter body 
and wrench is also clearly marked, so 
there is no chance of damaging the cutter 
body by using the wrong tool.

For more information contact 
Kennametal South Africa on  
TEL: 011 748 9300 or visit  
www.kennametal.com 

On the straight and narrow – 
Kennametal Narrow Slotting (KNS) cutter
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Delicate tubes for office furniture. Large profiles for 
agricultural machines. The new TruLaser Tube 7000 fiber 
processes both, and does so extremely quickly. This tube-

cutting machine combines the high speeds 
of a solid-state laser with a broad range of 
processing capabilities. It can cut tubes and 
profiles with diameters of up to 254mm and 
materials as thick as 10mm. In addition, this 
machine executes high-quality bevel cuts up 
to 45 degrees. 

High cutting speed 
At the heart of the machine is a four-

kilowatt TruDisk 4001, a high-power disk 
laser manufactured by Trumpf itself. The 
beam source is robust and reaches the high 
cutting speeds typical of solid-state lasers. 
Moreover, the RapidCut function further 
increases productivity. By superimposing 
the movements of the tube axis and cutting 
head, Trumpf design engineers have 
achieved a fourfold increase in machine 
dynamics. As a result, the high feed rates 
of the solid-state laser are noticeable even 
in small contours. Meanwhile, PierceLine 
speeds up the piercing process. This 
option is just one function that Trumpf has 
transferred from sheet to tube processing. 
The developers have also drawn on 
expertise from laser flatbeds for the cutting 
data. All in all, the TruLaser Tube 7000 fiber 
processes tubes and profiles faster than its 
CO2 laser cousins. 

“Taking the typical mix of parts worked 
by our customers, we increase productivity 
by 15 per cent, thanks to solid-state laser 
technology alone. Depending on the part 
geometry, RapidCut can substantially 
increase this percentage even further,” says 
Karl Schmid, Head of Product Management 
for Laser Tube Cutting.

Cleverly designed beam protection 
Laser safety is always important 

particularly for machines with solid-state 
lasers. The beam guard for the TruLaser Tube 7000 fiber 
is designed to give the operator unrestricted access to the 
loading and unloading side of the machine. 

Comprehensive automation 
With LoadMaster Tube, the TruLaser Tube 7000 fiber 

system is capable of fully automated operation. The loading 
units tube magazine holds up to four metric tons of raw 
materials. LoadMaster Tube performs all the necessary 

settings automatically, which reduces 
setup times. Before loading, software 
compares the geometry of the tubes 
and profiles with the data stored in the 
control system, thereby ensuring that the 
right material has been loaded. A gripper 
system transfers the tubes from the 
magazine to the machine. Collet chucks 
position and hold the tube while handling 
the material gently. Sensors monitor the 
clamping system and ensure that it adjusts 
automatically to each tube geometry and 
profile geometry. For small-scale series 
and special profiles, the operator can use 
the swivel-mounted conveyor system, which 
also loads the machine automatically. In 
addition, individual tubes can be loaded 
manually at any time. While finished 
parts are being unloaded, sensors test 
whether the machine has discharged 
them correctly. According to requirements, 
conveyor tables transport the parts directly 
in wire mesh boxes or in containers - 
sorted, if necessary. In automatic mode, 
the operator can take the finished parts 
off the conveyor tables at an ergonomic 
working height.

Well prepared for the connected future 
Trumpf provides flexible automation 

solutions so that customers can cost-
effectively manufacture shrinking batch 
sizes. The TruLaser Tube 7000 fiber also 
has the Central Link interface, which can 
be used to gather and evaluate machine 
data. This allows customers to optimise 
production plans for machines and 
efficiently load even small batch sizes. 
In order to increase utilisation of lasers 
in the initial phase, users can operate 
equipment in a laser network, which gives 

them a more cost-effective way to adopt 
new technology. In a laser network, the tube cutting system 
uses the beam source of a machine that is already there. As 
companies therefore do not have to invest in a laser in the 
first instance, this reduces the initial investment.

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

Trumpf XXL laser for tube processing

The TruLaser Tube 7000 fiber processes tubes with diameters of up to 254mm. 
Its solid-state laser and RapidCut functionality allow it to cut at high speeds.
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ATOS 5 and ATOS 5X high-speed 
sensors have been added to the 
GOM ATOS product series. The 

new robust 5th generation 3D scanners 
are fast and precise with Blue Light 
Equaliser, a component specifically 
developed and resulting in an ultra-
powerful light source enabling the 
scanning of large measuring volumes. 
ATOS 5X uses an integrated Laser Light 
Compressor to generate the ultra-bright 
blue light.

Both measuring sensors achieve 
high-precision data in a short measuring 
time. High data quality is evident 
in the sharpness of detail of the 
generated 3D models including the 
precise display of smallest details, rib 
structures, narrow radii and hemmed 
edges.

The enhanced measuring areas 
combined with high resolution result 
in faster processes due to the fewer 
measurements required to completely 
capture a part geometry. Fixture 

design can also be simplified as a 
larger surface is captured and fewer 
reference points are now required.

During the measuring procedure 
acquisition times of 0.2 seconds 
are achieved. Interference-free data 
transfer is via fiber optic cables, 
providing independence from the 
surrounding system environment and 
the sensor-controlled monitoring of 
calibration status allowing the systems 
use in production.

The new ATOS sensors offer their 
maximum efficiency in automated 

production metrology applications 
using the ATOS ScanBox series. 
ATOS 5X, in combination with ATOS 
ScanBox Series 8, accelerates the 
inspection process by a factor of four 
when measuring and inspecting large 
and complex objects.

For further details contact RGC 
Engineering on TEL: 011  887 0800. 
Alternatively visit www.rgcengineering.
co.za or www.gom.com

5th generation GOM optical sensors 
enable large volume scanning
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This compact DMU 50 3rd generation sets new standards 
in 5-axis to 5-axis simultaneous machining. With its 
extended swivel range, more powerful spindle, and 

innovative cooling concept, the machine guarantees a 
competitive edge in a range of industries. It’s areas of 
application range from training, to general mechanical 
engineering, fixture construction, medical, aerospace and 
automotive.

While redeveloping the DMU 50 3rd generation, DMG MORI 
integrated the modern appearance of the design with user-
friendly operation. The 630 x 500mm table has an ergonomic 
loading height. Optimum accessibility of the DMU 50 3rd 
generation encompasses maintenance components such as 
control cabinet, fluid box, oil mist separator, XYZ work travels 
of 650 x 520 x 475mm and workpiece weights of up to 300kg. 
Its NC swivel-rotary table with an enlarged swivel range of 
-35°/110° boosts the versatility. A rapid traverse of 42mpm 
and 30rpm in the swivel-rotary axis ensure the dynamics for 
5-axis to 5-axis simultaneous machining. In addition to the 15 
000rpm speedMASTER motor spindle, the user can also choose 
between motor spindles with up to 20 000rpm.

The speedMASTER motor spindle series is characterised by 
high reliability and a significantly longer lifecycle compared to 

conventional spindles. This is the reason DMG MORI provides 
a 36-month warranty on the spindles in this series without any 
hourly limit. Also available as an option is an expanded tool 
magazine with up to 120 pockets. There are 30 tool pockets in 
the standard version.

The DMU 50 3rd generation achieves a unique degree of 
precision of less than 6μ thanks to its one-piece machine bed 
on the one hand and on the other its innovative cooling of the 
guides, drives and table bearings. Directly driven ball screws and 
direct path measuring systems in all five axes round off

the equipment with regard to the machine’s high degree of 
precision. The DMU 50 can be expanded with coolant tanks and 
tool measurement as an option.

A 21.5" ERGOline with Celos and Siemens 840D solution 
line as well as a 19" ERGOline with Heidenhain TNC 640 are 
available as control options. DMG MORI also offers automation 
solutions in its programme for the DMU 50, such as workpiece 
or pallet handling systems, enabling mastering of challenging 
applications in the future-oriented medical, aerospace, 
automotive and energy industries – a demand that was already 
taken into account during the practice-oriented development of 
the machine.

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

DMG MORI DMU 50 – Compact  
universal milling machine for 5-axis  

simultaneous machining

Cutting tool and tooling system specialist Sandvik 
Coromant has introduced a high-precision hydraulic chuck 
for turning operations that offers the market’s best pull-

out security. CoroChuck® 935 has been designed to deliver 
fast, rigid and secure clamping, time after time.

 With clamping security assured, machine shops can 
confidently perform demanding turning operations, including 
those with long overhangs. In fact, CoroChuck 935 ensures 
a clamping length of four times the bar diameter. Developed 
for use on lathes, turning centers and multi-task turn-mill 
machines, the new hydraulic chuck covers most common 
machine interfaces.

 “The design principal behind the high level of security 
offered by CoroChuck 935 is based on fulcrum technology,” 
explains Åke Axner, Global Product Manager - Machine 
Integration at Sandvik Coromant. “A thin, brazed membrane 
offers an optimised clamping function whereby expansion 
creates two distinct clamping points on each side (fulcrums). 
The concept ensures the clamping force repeats for every use, 
providing the best possible pullout resistance and damping 
performance.”

 Further benefits of the new chuck include the use of 
EasyFix sleeves to provide the correct centre height and help 
reduce set-up time. EasyFix sleeves are a solution for cylindrical 
boring bars that sees a spring plunger mounted in the sleeve 

click into 
a groove 
on the bar 
to guarantee 
the correct 
centre height. 
The metallic 
sealing also 
offers good 
performance 
in applications 
that require 
high pressure 
coolant. Moreover, EasyFix facilitates excellent cutting action 
and improved insert life.

 CoroChuck 935 is available in 20 and 25 mm bore sizes 
(¾ and 1 inch) to suit Coromant Capto®, HSK-A/C/T, cylindrical 
shank and VDI machine interfaces. Imperial sizes are available 
in Coromant Capto and cylindrical shank interfaces.

For more information please visit: www.sandvik.coromant.
com/en-gb/products/corochuck_935/pages/default.aspx

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

A secure influence on machining – 
Sandvik’s CoroChuck® 935

Hydraulic chuck for turning offers market-leading security.

Clamping in a turret

Clamping with 
silent tools






