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Thank goodness many companies and individuals 
do not get buried or caught up in the politics 
of the country and progress with advancing 

engineering and metalworking in particular in South 
Africa.

This particular issue of Metalworking News is 
representative of forward thinking individuals that are 
prepared to use modern technology in developing the 
engineering and medical procedures that they are 
involved in.

Chronologically I mention the articles in this issue 
that illustrate that we are very first world in many 
aspects of engineering. I will call it my State of the 
Metalworking Industry (SOMI).

The first story is on TWR Steel Service Centre, a 
company that has emerged as a metal cutting service 

centre that wants to offer more than the rest and where very few others dare to 
venture. With the addition of a new large format TTM Bystronic fiber laser with a  
12.4 x 3.4 metre bed the company can now take on large and complex jobs that  
other service centres might not want to or, frankly, might not have thought of taking 
on. While this might not be the biggest metal cutting machine in South Africa what 
makes it stand out is that it is a machine with the biggest bed to be imported into 
South Africa and it is powered by a fiber source. The business approach at TWR Steel 
Service Centre is to differentiate from competitors that might specialise in more 
routine work and this machine certainly does that.

The next story is on how engineer extraordinaire Neil Campbell and his company 
LRS Implants are working closely with orthopaedic surgeons, both in the field of limb 
salvage and general orthopaedics, to design and manufacture custom 3D printed 
components to be used later in surgery. Executive Engineering has partnered with 
Campbell to print the limbs and joints by purchasing an EOS M290 Metal 3D Printer. 
The primary goals of both the designer and the surgeon are to reconstruct and 
recreate the integrity and symmetry of the limb so as to provide the patient with a 
long-term, functioning and pain-free limb.

“Revision surgery and limb-reconstruction surgery are technically demanding and 
require careful pre-operative planning in order to achieve accurate bony cuts and 
correct implant positioning and fixation.” Where would they be if they did not have 
the proprietary CAD software at their disposal and had not embraced the 3D printing 
technology.

We also report on how doctors from Tygerberg Hospital’s Division of Orthopaedics 
along with those from the Faculty of Medicine and Health Sciences at Stellenbosch 
University have created a 3D printing laboratory and are now utilising 3D printing 
techniques to create models of patients’ anatomy as preparation for surgical 
procedures. Orthopaedic procedures require significant amounts of pre-operative 
planning, and having the technology available at their disposal is something the 
doctors are very excited about they say. The patients should be as well.

Not far from Tygerberg Hospital is Superexcel Precision Engineering CC. They 
have just invested in the first Renishaw Equator™ 500 gauging system in Africa. The 
company takes quality and efficiency seriously and to quote owner Steve Bothma: “To 
test 80 components for quality control used to take me between two and three days, 
now it takes me two to three hours to do the same job. And this includes testing the 
most difficult angle on one particular component – an angle of 22.5 degrees. In time 
this process will be even faster.” 

Meanwhile VWSA should this year produce a record number of vehicles at its 
Uitenhage plant, in the Eastern Cape, says CEO Thomas Schäfer. He says the local  
arm of the German car manufacturer should produce 161 900 vehicles, of which  
108 000 are scheduled to be exported. This is 
compared to 126 413 vehicles produced in 2018, with 
the company exporting around 75 900 of those units.

Some might say these are islands of success. 
Either way I think we can be proud of them.

EDITOR’S   COMMENT

Damon Crawford
Online Editor
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Written by Cambridge Security Seals CEO Elisha Tropper

When is it best to make your  
own components?

Most manufacturers have relied on third-party vendors 
to make parts that are then incorporated into the 
final product. From automakers sourcing stereos and 

aircraft makers contracting for jet engines to a small bakery 
ordering plastic bags or a woodshop buying nails, producers of 
all types have supplemented their internal capabilities through 
a painstakingly developed supply chain of external vendors. 
By choosing to 
focus on their own 
production strengths 
and capabilities, 
these firms have 
benefitted from 
outsourcing 
to others that 
specialise in the 
production of the 
necessary part.

Indeed, much 
of the global 
manufacturing 
ecosystem is 
characterised by 
an intricate web 
of interconnected 
relationships 
between value-
adding specialists, 
outsourcing OEMs 
and component makers that comprise a product’s supply 
chain.

But over the last decade, we have experienced the 
development, market acceptance and falling costs of a wide 
range of transformative automated technologies, such as 
design software, 3D printing, and other computer-driven 
production equipment. These innovations dramatically reduce 
costs, as well as the level of expertise needed to produce 
what used to require expensive equipment and unique 
specialisation. As a result, more and more manufacturers are 
justifiably re-examining the necessity and value proposition 
of continuing to outsource certain parts and components 
instead of taking advantage of these rapidly mainstreaming 
“in-housing” solutions.

Each company engaging in the component outsourcing vs 
self-manufacturing calculation has its own set of variables that 
factor into its decision on each part: In-house skill sets, capital 
and production costs, customer requirements and the impact 
on existing processes, lead times and flexibility.

To effectively analyse these factors, manufacturers must 
fully understand the nature and accuracy of their existing 
advance production planning processes to determine with a 
substantial level of certainty the impact of “in-housing” any 

parts or services.
A company like mine, which makes multiple products, each 

of which is customisable by size, colour, shape, and strength, 
requires an extensive variety of components at the ready. We 
are continually analysing and weighing the cost of on-demand 
in-house component production against the lead times, quality 
control, costs, and inventory requirements that are among the 

issues we face when 
purchasing parts 
from outside vendors.

Manufacturers 
wtho engage in this 
type of analysis 
must also gauge 
the risks of adding 
to or altering their 
processes, including 
understanding the 
impact of bringing 
in-house what 
was previously 
outsourced. Vertical 
integration can be a 
differentiating factor 
when competing in 
the marketplace by 
yielding reductions in 
cost and increases 
in speed-to-customer 

and manufacturing flexibility. Another important consideration 
is often the value of self-reliance, which can be critical when a 
firm’s ability to grow or simply deliver on time is at the mercy 
of a vendor’s production schedule.

But adding seemingly easy or turnkey technology is rarely 
as easy as it seems. Stumbling blocks abound, from learning 
curves and integration complexity to quality and scalability 
issues. Understanding the entirety of the impact “in-sourcing” 
on everything both within the company and beyond, including 
its effects on customers, employees and vendors, is critical to 
accurately projecting the ROI and ultimate potential benefit.

Manufacturers succeed because they take pride in 
making things. Their tendency to want to produce as 
many components as possible by themselves is natural. 
Technological innovations bring more and more potentially 
within their reach. The challenge is to accurately analyse 
everything associated with the implementation of these 
technologies and to do so in as complete and unbiased a 
manner as possible.

With all this data in hand, management must be able 
to honestly assess the firm’s ability to execute its desired 
component “in-housing” because, as Warren Buffett said, 
“predicting rain doesn’t count… building arks does.”

VIEW   POINT
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Mitsuibishi Wire EDM –  
an electrifying innovation

INDUSTRY   NEWS

cover story



For decades wire cutting has 
been synonymous with the 
efficient, high-precision 

machining of electrically 
conductive materials. Machine 
manufacturers regularly 
introduce innovative 
refinements such 
as automatic wire 
threading and the 
tubular shaft motor. 
However, no less 
important for cost-
effective eroding 
processes are 
suitable software 
solutions. Only 
with highly evolved 
software is it possible 
to make efficient use 
of a wire EDM system’s 
hardware. 

Wire EDM systems 
operate with extreme 
precision, with tolerances 
of a few thousandths of a 
millimetre. They generate 
outstanding finishes, operate 
with high process security and 
create the ideal conditions for 
unsupervised machining for long 
periods – advantages marginally 
offset by the longer machining 
times. What is obvious is that 
manufacturers of tools and moulds 
need cost-effective systems. And 
this is where wire-cutting machines 
with intelligent software come into 
their own.

As a leader in the wire EDM 
market, Mitsuibishi EDM never 
stops looking for ways to innovate. 
A perfect example: The new 
cylindrical-drive technology 
of Mitsuibishi EDM’s 
MV series wire EDM 
machines. The round 
magnetic shaft of the 
linear shaft motor creates a 

360 degree magnetic flux for a revolutionary non-
contact design. 

Another example is the company’s partnership 
with a software firm that 

has been concentrating 
entirely on wire 

EDM for 
almost 
30 years 
- DCAM 
GmbH. 
Managing 

Director 
Jens Franke is 

convinced that: 
“For companies 
that don’t 
constantly use 
their machines 
and only cut the 
simplest contours 

with them, the 
software solutions 

supplied by the machine 
manufacturer are sufficient. But the 

more complex the task, the more difficult 
it becomes to operate profitably with bottom-of-the-

range CAM solutions.” DCAM has therefore developed an 
ingenious CAM solution that delivers a number of advantages. 

DCAMCUT and Mitsubishi EDM cover 
areas such as less programming effort 
thanks to templates, deviations are 

programming errors, new 
4-axis clearing process, code 
generated directly, finding the 
most cost-effective solution 
and training at the machine 
in an effort to provide users 
with a tool that is easy and 

quick to programme even 
for complex workpieces and 
one that ensures maximum 
process security and permits 
unsupervised machining over 
long periods.

Fiber optics improve EDM 
spark monitoring, wire life

During wire electrical 
discharge machining (EDM) 
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operations, effective spark 
monitoring is essential to 
ensure process control, 
maximise wire life and prevent 
wire breakage. In working to 
improve the capabilities 
of its wire machines 
to best monitor the 
state of the electrical 
discharges between 
the wire and workpiece, 
Mitsubishi EDM ran 
into an unexpected 
problem: The electrical 
signals feeding back 
to the control were 
too slow for the 
monitoring system to 
make timely, necessary 
adjustments to on/off 
time and current on its 
new machines to maintain 
consistent sparks.

One design goal for those 
new machines was to reduce 
wire wear. “Previous generations 
of the company’s machines had 
stronger sparks discharged at a lower 
frequency, which can be hard on the wire 
because of the relatively high voltage required,” said Mike 
Bystrek, applications manager for MC Machinery, a subsidiary 
of Mitsubishi Corp that sells and services Mitsubishi EDM 
units and other equipment in the US during an interview 
published in Modern Machine Shop. 

“The new machines can produce a higher number sparks 
per second with less intensity, which means we needed to 
improve our monitoring to differentiate between ‘good’ 
sparks and short circuits to maintain a uniform curve along 
the wire.” 

The “curve” Mr Bystrek is referring to is the combined 
shape of the electrical arcs that form between the wire 
electrode and the workpiece. A wire produces more uniform 
electrical arcs when there are fewer short circuits that would 
increase wire wear and possibly create surface defects. To 
maintain uniform electrical arcs, the company needed to 
improve its spark-monitoring capabilities, but found that its 
older controls were not able to keep up with the pace of the 
new machines.

The crux of the challenge was simple: Electrical discharge 
machining relies on, well, electrical discharges. During 
operation, the spark travels from the wire electrode to the 
workpiece at roughly the same speed as the electrical signals 
moving through the wires of the monitoring system. However, 
the distance between the wire electrode and workpiece is 
far shorter than the distance between the spark and the 
control. This means that the control is processing out-of-date 
information because it receives the electrical signals well 
after each spark has completed, diminishing the machine’s 
ability to maintain uniform sparks. To solve this problem, the 
company developed the M800 series control, which uses fibre 
optic cables to increase data processing speed for its wire 
EDM units.

The solution is simple, but effective. While electrical wires 
are limited by the speed of electricity, fibre optic cables send 
data through light pulses that travel roughly 100 times faster 
than electrons through wires. By upgrading to “light speed,” 
the M800 is able to measure 128 000 sparks per second, a 

fourfold improvement over the 
company’s older controls. 

This enables the EDM 
unit to better maintain 
uniform spark output, 
reducing wear on the 
wire and decreasing 
the voltage required. 
Less wear on the wire 

translates to a slower 
spool and longer wire life, 

a cost saver for the user. 
According to the company, 

the new series of M800-
equipped EDM units 
reduce wire usage by 
as much as 60 per 
cent compared to 
previous models. 

The M800 comes 
standard with the 

MV1200R, MV2400R, 
MV1200S and MV2400S 

series of wire EDM units. 
The control’s new screen 

design puts spark monitoring information 
alongside machine progress and status, emphasising its 
importance. In addition to fibre optic signal transmission, 
the company has added other features to the M800, which 
include:

Legacy mode: This capability enables users to switch 
operating interfaces from the M800 to the M700 interface 
so that users who are familiar and comfortable with the older 
control can benefit from the M800’s features without having 
to learn a new interface. 

Onboard programming macros: This function is said to 
enable users to more easily programme common shapes by 
selecting the desired shape and inputing its dimensions.

Programme suspension: Operators can pause a job when 
another more urgent job must be processed and pick up from 
that paused state once completed.

Operational checklists: Setup personnel are said to be 
able to more easily set machining tasks in a specific order, 
and they have the option to gate tasks so that they must be 
completed in that exact order.

Mitsubishi EDM has enjoyed a long and established 
heritage, originally formed in 1959 to provide the latest 
technological products and solutions to the manufacturing 
industry.

Since the early days, the company has been synonymous 
with innovation and advancement, and renowned for offering 
the highest quality products.

Today, Mitsubishi EDM supply world leading Wire EDM, die 
sinking and high speed milling machines. Offering a full range 
of services, ranging from sales through to training and after-
care, providing total solutions to a wide range of industries, 
including aerospace, engineering, medical, marine, mould and 
die.

Mitsubishi EDM’s range of machines offer the latest 
game-changing technology and deliver new levels of precision, 
performance and accuracy. This includes the fastest wire 
cutting EDM machine in the world, along with the highest 
precision, high speed EDM die sinking and start hole drilling 
systems, featuring lights out automation systems.

Mitsubishi EDM are represented in South Africa by  
WD Hearn Machine Tools. For further information contact 
them on TEL: 021 534 5351 or visit www.wdhearn.co.za



8   METALWORKING NEWS   V 18.1   March 2019

Two well-known personalities in 
the metalworking equipment 
sales environment in South 

Africa have teamed up to form 
a joint partnership company - 
Spectrum Machine Tools Africa. The 
announcement reinforces Durmazlar 
South Africa’s statement last year 
about its commitment to the local 
market while at the same time gives 
new life to Hyundai Wia, a well-known 
Korean machine tool builder of CNC 
machines. 

“We have been one of 
Durmazlar’s most successful agents 
in the world since we were appointed 
to represent them in South Africa 
for the sales and servicing of their 
equipment in 2009. Our nine-year 
association with Durmazlar has been 
very rewarding in many aspects and 
their sheet and plate manipulation 
equipment is now accepted as one of 
the leading brands in South Africa,” 
said Byron Gueffroy, one of the 
joint partners in the new company - 
Spectrum Machine Tools Africa.

“The formation of the company 
has emanated as a result of me 
opening up an associate company - 
Spectrum Machine Tools - in Belfast, 
Northern Ireland last year,” continued 
Gueffroy.

“I was approached by Durmazlar 
to conduct a feasibility study to 
investigate creating a presence in a 
country where they had had limited 
coverage, with the possibility of 
opening up a business in Northern 
Ireland,” explained Gueffroy.

“When I began my research it 
did not take me long to realise that 
this was more than an opportunity. 
Durmazlar has a number of 
installations in both Northern Ireland 
and Ireland so it had traction. But 
we could see that the brand had 
been neglected, to a certain extent, and needed a dedicated 
business like ourselves in South Africa to take the brand 
forward.”

“As you can imagine I was spending some time away 

from the operations in South Africa, 
while I set up in Belfast. With all the 
electronic means that we have at our 
disposal these days it was not of any 
concern to me. But to counteract any 
negative impressions in the market 
Sean Moriarty joined the company 
at the beginning of last year, as my 
Sales Manager,” explained Gueffroy.

“The market place never stands 
still for very long in South Africa. With 
the acquisition of a leading and well-
known distributor of metalworking 
equipment last year I approached 
Vaughn Hanwith-Horden, who had 
been with the company for 29 years 
and more recently its Managing 
Director, to form a joint partnership 
company to continue to market the 
Durma brand in South Africa.”

“Coincidently we had been 
approached by Hyundai Wia, a 
leading Korean manufacturer of 
high technology CNC metalworking 
machine tools such as CNC lathes, 
machining centers, boring and milling 
machines, to become the company’s 
sole distributor and agent in Sub 
Sahara Southern Africa, which we had 
been considering. We subsequently 
formed Spectrum Machine Tools 
Africa and the company began trading 
at the beginning of February 2019,” 
added Gueffroy.

“I have been in the industry for 
nearly three decades now and have 
gained some valuable experience 
working with some of the doyens of 
the industry. I started off at Green 
& Sons and my boss was the late 
Neels Nel - what a character. When 
Green & Sons merged with Forest 
Engineering I have Dennis Rutter 
to thank for all that he taught me. 
When the subsequent merger took 
place between Forest Engineering 
and Holmach Machine Tools Graham 

Holkham became my mentor. Lew Clarkson was also with the 
company and he was happy to impart his knowledge,” said 
Hanwith-Horden.

“Although all of these guys are now retired they are still 

Gueffroy and Hanwith-Horden  
join forces and launch  

Spectrum Machine Tools Africa
Company to focus on marketing the Durmazlar (Durma) range of forming equipment  

and Hyundai Wia CNC machining equipment.

Byron Gueffroy

Vaughn Hanwith-Horden
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very well-known in the industry. They 
have guided me through the transition 
of selling conventional machine tools to 
the high-tech CNC era and we had some 
leading Japanese, Taiwanese, European 
and US brands that we represented on 
the CNC machining side.”

“I was already in the industry when 
metal cutting machines such as CO2 
lasers began to get recognised as a very 
viable option for processing sheet metal. 
I had a long relationship with a Swiss 
company that manufactures lasers and 
I can proudly say that I was responsible 
for making their brand a recognised 
product in South Africa. Durma already 
has a very good name in South Africa 
and has been one of Durmazlar’s most 
successful agents in the world since 
Byron was appointed to represent them 
in South Africa for the sales and servicing 
of their equipment in 2009,” added 
Hanwith-Horden.

“With my experience in the sheet metal field it is my 
intention to penetrate the market place even more.”

Lissmac development
Spectrum Africa have also recently been appointed 

agents and distributors for Lissmac metal processing 
systems. Lissmac, headquartered in Germany, has 

developed its own series of steel brushing, grinding and 
deburring machines. These machines perform oxide 
removal, edge rounding, deslagging, finishing, and deburring 
processes.

Service orientated
“Both Byron and myself have worked in the 

metalworking industry for many years marketing and selling 

Hyundai Wia F400/500 Machining Centers - from  
1 000mm x 460mm to 1 200mm x 500mm table size
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shaping and forming equipment. What we have learnt is that 
you have to be very service orientated and particularly you 
need to have access to service technicians that know the 
equipment that you sell.”

“Within the new company, which is situated next to the 
Rand Airport, we have two permanent service technicians 
employed. Additionally, we all know as suppliers that you are 
only as good as your service backup and ability to supply 
spares timeously. We have therefore reached an agreement 
with Elkana CNC Services that they would be our preferred 
service and installation team. Emmel Kambouris, who has 
been servicing and installing machine tools for over 30 years, 
heads up Elkana and he is supported by five other service 

engineers - three on the CNC 
machining side and two looking 
after the mechanical side. This 
gives us peace of mind that there 
will always be someone available 
to service the machines that we 
have installed, countrywide.”

Hyundai Wia Machine Tools
The company has been 

represented locally for many 
years, first under the name Kia 
before changing to Hyundai Wia 
in 2009. In 1983, Hyundai Wia 
hit a major milestone when it 
became the first to manufacture 
a CNC machining center in South 
Korea.

Hyundai Wia (www.hyundai-
wiamachine.com) has been a 
core division of Hyundai Motor 
Group, building the CNC turning 
centers, machining centers 
and multitasking machines the 

automotive manufacturer uses to build its parts. Located in 
Changwon/Gyeongsangnam-do, South Korea the company 
currently employs over 2 000 people and supplies its 
products to over 60 countries worldwide. Machine tools 
manufactured by Hyundai Wia include twin and multi axis 
CNC lathes, vertical and horizontal machining centers, 
horizontal boring machines, grinding machines and special 
purpose machinery, which are supplied to customers in the 
automobile components, IT, shipbuilding, mould making, 
energy, mobile telephone and heavy industries.

In excess of 140 different machine models have been 
manufactured and supplied by Hyundai Wia in the last 35 

years.

About Durmazlar
Durmazlar is a leading machine 

producer in Turkey and a leader in 
the world market on metalworking 
machines with its annual 
production capacity. Durmazlar, 
which improves its services and 
production as a tradition inherited 
from its founder, is one of the 
leading industrial institutions in 
Turkey.

Today, more than half a century 
after its inception, Durmazlar is 
exporting to 82 countries around 
the world and with its 150 000m² 
under roof production area and 
1 000 employees, Durmazlar is 
constantly working to achieve 
better. Durmazlar has adopted the 
principle to produce world standard 
products by marketing the latest 
technologies at competitive prices.

Durmazlar was one of the 
first companies in Turkey to 
manufacture metalworking 
machines. Today the company 

Hyundai Wia L280 Turning Centers - from 720mm to 1 000mm turning length

Durma manufactures a range of synchro and multi-axis CNC press brakes. The Durma  
AD-S Series CNC Synchro press brake is available in up to 11 axis configurations



METALWORKING NEWS   V 18.1  March 2019   11

Spectrum Africa have also recently been appointed agents and 
distributors for Lissmac metal processing systems. Lissmac, 

headquartered in Germany, has developed its own series of steel 
brushing, grinding and deburring machines. These machines perform 
oxide removal, edge rounding, deslagging, finishing, and deburring 

processes

The Durma D-Tower loading-unloading system has the ability 
to fully automate the laser cutting process without adding 
human factor. The number of pallets in the system can be 

changed according to usage and need

manufactures CNC hydraulic press brakes, full automatic 
presses, CNC hydraulic shears, punch presses, laser cutting 
and plasma cutting machines, plate and section rollers as 
well as band saws. These machines find a wide area of 
application sectors including automotive, construction, textile, 
electronics, air transportation, shipyards, defence and the 
industry of heating-cooling.

Production processes are performed by high precision 
machinery to ensure the same high performance after many 
years of use with the application of powder and robotic 
welding technology and stress-relieving treatments.

For further details contact Spectrum Machine Tools  
South Africa on TEL: 011 865 4090 or visit  
www.spectrumafrica.co.za
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TWR Steel Service Centre has emerged as a metal cutting 
service centre that wants to offer more than the rest 
and where very few others dare to venture. With the 

addition of a new large format TTM Bystronic fiber laser with 
a 12.4 x 3.4 metre bed the company can now take on large 
and complex jobs that other service centres might not want to 
or, frankly, might not have thought of taking on. The business 
approach at TWR Steel Service Centre is to differentiate from 
competitors that might specialise in more routine work.

 “We continue to look for opportunities in an extremely 
competitive environment and are confident that with further 
investment our market share will continue to grow,” said Tony 
Windt, Managing Director of TWR Steel Service Centre.

“We have always wanted technology to be a key enabler 
in our business so that it could leverage us into a position of 
strength. The benefits that are derived from using modern 
technology are self-explanatory,” added Windt. 

As an example of the evolution of the business, Windt 
pointed to the company’s fiber laser cutting experience.

“It was not so long ago that we made the transition 
into fiber laser cutting. At the time when we invested in our 
Bystronic BySprint 6kW Fiber 4020 laser cutter we were 

skeptical about fiber laser cutting fitting into our business 
profile and we were uncertain whether the technology 
had reached a point whereby it was worth investing in it,” 
continued Windt.

“The performance of this latest generation of fiber laser 
cutting machine was too great to ignore. Once we saw how 
fast and efficiently that our new BySprint fiber was able to cut 
material, even through thicker materials, we got excited. We 
were cutting faster than we were with the CO2 and we were 
getting the same cut quality, if not better.”

Fiber lasers (named so because the laser beam is created 
using solid-state laser diodes and then delivered to the cutting 
head with fiber-optic cable) have come a long way in being 
able to handle the variety of metal thicknesses that a job shop 
has to tackle on a regular basis. The increased wattage from 
these power sources and cutting heads that have the ability 
to adjust the beam mode for thicker materials has made the 
fiber laser a machine tool capable of addressing all sorts of 
cutting applications.

“We were committed to responding to our customers’ 
demands and to keeping up with the latest technology to 
produce quality parts more quickly and more cost-effectively,” 

Big-time cutting adds  
new dimension to  

TWR Steel Service Centre
New large format TTM Bystronic flat bed fiber laser 

ideal for cutting large sheet/plate components. 

The new large format TTM Bystronic fiber laser with a 12.4 x 3.4 metre bed that allows TWR Steel Centre to take on large 
and complex jobs. The machine has an 8kW IPG power source and comes with an automatic double pallet system  

allowing for cutting and loading/unloading at the same time
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continued Windt.
“In our game the bigger the sheet 

you can cut the more efficiency you are 
going to achieve. You add the higher 
wattage that is available these days to 
the equation, and cutting heads that have 
the ability to adjust the beam mode for 
thicker materials, and you have a machine 
tool capable of addressing all sorts of 
cutting applications.”

“People like to embrace new 
technology. They look forward to it. They 
have been through change, so they know 
it may be difficult at first. But in the end, 
the product will be better, and we will 
be producing it faster. This helps us to 
offer something new and better to our 
customers, becoming more diverse.”

“Our machine, which was installed in 
February 2019, is a TTM Bystronic fiber 
laser that was manufactured in Italy. 
Bystronic acquired TTM Laser, a tube and 
flat bed laser machine manufacturer, 
in the beginning of 2018. TTM Laser 
provides laser machines that can cut tube 
up to 815mm diameter. The two companies have pooled their 
expertise and are now manufacturing large format flatbed 
lasers.”

TTM Bystronic fiber laser – model TL 3.12 2D with 12.4 x 
3.4 metre bed

“Our new machine is big in many ways. Cutting capabilities 
of up to 12.2 metres x 3.2 metres, with an overall loading 
bed size of 12.4 metres x 3.4 metres. This enables us to 
source the biggest plates available to the market, which is 
12 000mm x 3 000mm and still be able to process them via 
laser production with precision. At this size, it does give us 
options.”

“The machine has an 8kW IPG power source and comes 
with an automatic double pallet system allowing for cutting 
and loading/unloading at the same time. A hopper system 
is situated under the cutting area so that waste material is 
easily transported to a bin and eliminates any obstructions 
on the moving parts. At first we will be cutting mild steel up 
to 20mm and will go thicker once we have completed initial 
testing. We will also be cutting stainless steel and aluminium 
on the machine.”

“Continuous cutting eliminates steps in the process and 
saves time and money. The bridge on this machine will move 

and cut over the entire 12 metres of the sheet or plate, 
without having to reposition, which reduces the prospect 
of movement or distortion of the material. This is a big 
advantage and a major unique feature.”

“We have had to extend our building by 15 metres to 
accommodate the 35 metre long machine but fortunately 
there has been very little civils that we have had to do. In 
Europe the companies lower their equipment into a base 
so that the top of the bed is at floor level, which makes it 
easier for manual access to say unload cut parts. This would 
have been a costly exercise for us to do something similar by 
excavating and constructing new foundations.”

“Our software supplier has added new modules to our 
nesting software so as to maximize the utilisation and post 
processing of the sheets and plate. We have also added 
another 10-ton overhead crane.”

“We have gone big on this occasion. Besides the benefit 
of realizing more efficiencies out of the large format, which 
should be between 10% and 15%, we no longer have to 
outsource this work, adding to our services and processes 
that we can offer our customers. You can’t stay relevant if you 
don’t have the latest equipment, and you can’t buy the latest 
equipment if you aren’t growing.”

For further details contact TWR Steel on  
TEL: 011 578 8880 or visit www.twrsteel.co.za

Inside the machine the new TTM Bystronic fiber laser with a  
12.4 x 3.4 metre bed

The TTM Bystronic fiber laser has a total length of 35 metres

Cutting capabilities of up to 12.2 metres x 3.2 metres are achievable
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Ford’s Silverton vehicle  
assembly plant in Pretoria has started  

production of the refreshed  
2019 Ford Ranger

“Following the investment of over R3 billion in our local 
operations and extensive upgrades to our plants over 
the past 18 months, we are delighted to see the first 

of the new Ford Ranger models coming off our production 
line,” said Neale Hill, Managing Director, Ford Motor Company 
Sub-Saharan Africa Region.

“This is an extremely important and exciting year for the 
Ford Ranger, which will also see the launch of the first-ever 
Ranger Raptor – undoubtedly one of this year’s most highly 
anticipated new models,” he added.

“The 2019 Ford Ranger will deliver more power, greater 
fuel efficiency, enhanced refinement and even more advanced 
technologies when it goes on sale in the coming months, and 
we are confident it will once again set the benchmark in the 
extremely competitive pickup segment.”

Selected range-topping models, including the Ranger 
Raptor, will be powered by the all-new 2.0 Bi-Turbo diesel 
engine assembled at Ford’s Struandale Engine Plant in Port 
Elizabeth. This unit produces 157kW and 500Nm of torque 
– up by 10kW and 30Nm compared with the current 3.2 
TDCi – and delivers up to a nine percent improvement in fuel 
efficiency when combined with the advanced new 10-speed 
automatic transmission.

Certain derivatives will feature a 2.0 Single Turbo version 
of this engine, producing 132kW and 420Nm of torque, mated 
to the same 10-speed transmission. Various other models in 
the line-up will retain the proven 2.2 and 3.2-litre Duratorq 
TDCi engines and existing gearbox options – thus giving 
customers the widest choice yet in this category. As usual, the 

line-up includes Single Cab, Super Cab and Double Cab body 
styles to suit customer requirements.

Along with freshened design cues, range-topping Ranger 
models will raise the bar once again with industry-defining 
safety features on the Wildtrak such as Pre-Collision Assist 
and Active Park Assist. SYNC 3® with Navigation remains 
one of the Ranger’s technology highlights as a fully featured 
infotainment system with intuitive voice control.

Following the launch of the ‘standard’ new Ford Ranger 
models, the attention will be shifted to the locally assembled 
Ranger Raptor that is set to create an entirely new segment 
in the pickup market when it makes its eagerly anticipated 
debut.

“There is a lot of excitement and hype around the Ranger 
Raptor, and this exhilarating new model will occupy a white 
space in the pickup market when it goes on sale in the second 
quarter of this year, creating the first-ever true performance 
model in this crucial segment,” Hill states.

“We can’t wait to get the Ranger Raptor to market, 
enabling our customers to experience unrivalled off-road 
performance, cutting-edge technologies and the most 
muscular design yet seen in this class.”

Some of the defining features of the Ranger Raptor 
include Position Sensitive Damping (PSD) shock absorbers 
exclusively manufactured by FOX, and an advanced Terrain 
Management System (TMS) that includes an exciting Baja 
mode for fast off-road driving. It also boasts a toughened 
reinforced chassis, powerful all-disc braking system and 
specially developed BF Goodrich tyres.
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On 15 February 
2019 
approximately 

50 delegates 
from various 
industries ranging 
from jewellery 
manufacturers to 
academics gathered 
at Zevenwacht Wine 
Estate’s conferencing 
facilities to 
experience the 
exciting world of 
rapid prototyping 
and additive 
manufacturing in 
orthopaedics.

Rapid 3D’s David 
Bullock hosted 
the event with 
presentations delivered 
by LRS Implants, Rapid 
3D and Executive Engineering, with whom LRS Implants has 
partnered locally to manufacture their custom 3D printed 
components. 

3D printing or additive manufacturing is not really 

something new, in 
fact the process, 
in some form or 
another, has been 
around since the 
early 1970s. Neil 
Campbell, CEO of 
LRS Implants, used 
the analogy of a 
1980s Land Cruiser 
juxtaposed with a 
Land Cruiser from 
more recent times 
– it’s really about 
the technological 
advances that 
have been made 
since then that 
have allowed the 
technology to be 
embraced more 
frequently, and 
used for an ever-

increasing number of 
applications. Simply 
put – it’s much better 
now.

While the 
technology is 
not limitless, 
its importance 
in the world of 
manufacturing is 
being recognised 
more enthusiastically 
by industry. These 
advances have come 
in the form of better 
materials, better 
surface treatments 
and better machining 
capabilities. The 
costs associated with 
the various methods 

of rapid prototyping 
have also decreased 

significantly and the industry is now on the cusp of mass 
production – two key advantages of this being faster lead 
times on production runs and manufacturers having reduced 
inventories by virtue of on-demand replacements, that is, less 

unnecessary stock 
taking up valuable 
warehousing and shop 
floor space. Long-
term, this will have 
a significant impact 
on the environment 
too as it will lead to 
more materials being 
recycled and reused. 

LRS Implants, 
headed up by Neil 
Campbell, is one of 
South Africa’s leading 
companies providing a 
full suite of solutions 
for both upper and 
lower limb salvage 
scenarios. Neil is 
passionate about 
finding solutions for 
any orthopaedic case 
or problem. He holds 

Rapid prototyping and 
additive manufacturing in orthopaedics

“We are at the dawn of a new era in flexible production where conventional 
manufacturing struggles to offer solutions. However, this technology transition can 
be realised with additive manufacturing (AM) and its ability to enable intelligent 

components and digitalised production,” said David Bullock

Neil Campbell of LRS Implants explains the process of rapid prototyping and additive 
manufacturing in orthopaedics

Willie Conradie of Executive Engineering and David Bullock of Rapid 3D

Rapid prototyping and additive manufacturing in 
orthopaedics
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an Honours degree in Mechanical Engineering and a Masters 
degree in Biomedical Engineering, both from the University 
of Cape Town. He has spent over 10 years in the industry, 
working closely with leading international orthopaedic 
surgeons, both in the field of limb salvage and general 
orthopaedics.

Campbell demonstrated that human bones are living 
tissue, and thus the technologies of rapid prototyping and 
additive manufacturing are perfectly suited to the needs of 
limb salvage – the final step before amputation. A variety of 
patients could experience the need for some form of limb 
salvage and these 
include cancer 
sufferers, severe 
trauma sufferers 
and replacement 
implant or 
prosthetic patients. 
He says that you 
can design and 
print anything, but it 
doesn’t mean that it 
will work.

Campbell said 
that it is about 
offering patients a 
better quality of life, 
as opposed to full 
function. Although 
in certain instances, 
and depending 
on the extent of 
the component or 
procedure, very 
respectable results 
will be obtained. 
It’s personalised 
surgery with patient 
specific implants. 

“The primary 
goals of both the 
designer and 
the surgeon are 
to reconstruct 
and recreate 
the integrity and 
symmetry of the 
limb so as to 
provide the patient 
with a long-term, 
functioning and 
pain-free limb,” 
he said. Implants 
are designed and 
manufactured 
by LRS Implants 
and Executive 
Engineering via 
the CT DICOM 
(Digital imaging and 
communications in 
medicine) data that 
is converted into 
stereolithography 
(.stl) file format 
and imported 
into 3D Computer 
Aided Design (CAD) 

software. LRS uses Solidworks. “The models are then used to 
design a suitable prosthesis, as well as the templates and jigs 
required for the insertion of the implant,” says Campbell.

“Revision surgery and limb-reconstruction surgery are 
technically demanding and require careful pre-operative 
planning in order to achieve accurate bony cuts and 
correct implant positioning and fixation. With the use of 
our proprietary CAD software and embracing 3D printing 
technology, we as a company have advanced consequently,” 
continued Campbell.

While materials such as stainless steel and cobalt chrome 
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have previously been used, titanium is now the material of 
choice. Cobalt chrome is notoriously difficult to machine 
and stainless steel comes with its own problems when used 
in the human body. Further technological advances such 
as silver coating the titanium to help prevent infection are 
being realised, which could have benefits over slow release 
antibiotics as infection and bugs can be a cause of surgical 
failure – not the surgery or the implant itself. A further benefit 
of titanium is its very good fatigue resistance. 

New research is being undertaken in the field of stem 
cells to find ways to encourage 
bone growth, but for now, 
the mesh structure of the 
components printed allow 
perfectly for the regrowth of 
the bone onto this mesh 
structure. Prototypes can 
be designed and taken 
from x-rays as well as 
from CT and MRI scans.

In 2018, Executive 
Engineering installed 
an EOS M290 Metal 
3D Printer in their 
Cape Town facilities, 
and together with 
their customer, LRS 
Implants, took the 
lead in local additive 
manufacturing of 
orthopaedic implants.

Willie Conradie of Executive 
Engineering explains their 
partnership with LRS Implants to locally manufacture 
components for them:

“We have expanded our prototyping and manufacturing 
capabilities by investing in an EOS M 290 metal sintering 
machine, supplied by Rapid 3D. The EOS M 290 is based 
on the DMLS (Direct Metal Laser Sintering) 3D printing 
technology developed by EOS. This 3D printing technique uses 
a fiber laser to melt and fuse fine metal powder. Layer after 
layer the 3D object is built. This 3D printing method allows 
us to create 3D printed products with complex geometries 
including elements such as freeform surfaces, deep slots 
and/or coolant ducts.”

Campbell explains that as a result, 
“We now outsource all our manufacturing 
to Executive Engineering. Partnering with 
Executive Engineering has freed us up to 
concentrate on our core competencies of 
implant design in conjunction with surgeons 
and academic institutions. The team at 
Executive Engineering has delivered exemplary 
quality products, often under tight deadlines. 
This is born out by their having been awarded 
the ISO 13485 accreditation for medical 
manufacture and having a full service 
machining setup. Machining still needs to take 
place once the 3D object is built. Logistically it 
was becoming a nightmare for us and we now 
have a local partner that can provide us with a 
full service.”

“We appreciate the fact that they have 
a can do attitude and have exacting quality 
standards, and we are exceptionally happy to 
partner with them going forward to grow our 
business.”

“The addition of the EOS M 290 direct 
metal laser sintering printer by Executive Engineering opens 
up huge new possibilities for us going forward, especially in 
the patient-specific custom implant market. The most fulfilling 
part of my job is seeing a design move from computer, to 
machine, to patient, knowing that we have made a difference 
in that patient’s life.”

This technology and a printer of this magnitude are 
perfectly suited to industries such as limb salvage and 
jewellery manufacturing as not only does it produce perfect, 
customisable components, but it also increases production 
times rapidly. After the presentations, attendees took a tour 

of the Executive Engineering 
facilities where the EOS 
M 290 is kept and got to 
see it in action and see 
first hand the complex 
components it is capable of 
manufacturing.

David Bullock says: “We 
are at the dawn of a new 
era in flexible production 
where conventional 
manufacturing struggles 
to offer solutions. 
However, this technology 
transition can be 
realised with additive 
manufacturing (AM) 
and its ability to enable 

intelligent components 
and digitalised 
production.”

"AM technology is a powerful enabler for innovative South 
African businesses supporting competition and development 
in the Global market. Rapid 3D's event with Executive 
Engineering, LRS Implants and EOS was attended by more 
than 50 people from various businesses, and illustrates 
the interest in the application of the technology," concluded 
Bullock.

While the printing of other organs such as ears is already 
being done in other materials, for now metal remains the best 
material available. We should expect to see further growth 
to come in the form of polycarbonate, polyethylene and 
polypropylene laser sintering in the near future.

Attendees view the EOS M 290 in action on a tour of the Executive Engineering facilities

The EOS M 290 can manufacture multifaceted components
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When quality and efficiency are what you measure 
your business and personal growth by on a daily 
basis, then only the best will do. To achieve this goal 

Superexcel Precision Engineering CC, based in Blackheath, 
Cape Town purchased and installed the first Renishaw 
Equator™ 500 gauging system on the African continent in 
February 2019. 

A chartered accountant (CA) by profession, it’s not hard 

to understand why quality control and process management 
are so important to owner Steve Bothma. Bothma, who is 
still doing consultancy work as a CA outside of his regular 
business hours, values the immediate benefits the Equator™ 
500 is bringing to his shop floor.

“We specialise as a jobbing shop – but in mass 
production. We can be manufacturing up to 80 000 various 
components each month, and this can be on orders of  

800 000 components.” 
Originally established as Mauderer Engineering, 

Bothma purchased the business in November 1996 
and began trading in January 1997, changing the 
name to Superexcel Precision Engineering CC on 1 
March 2003. Initially he only had one CNC machine 
but that has since grown to a total of 27 various 
CNC machining centers and CNC lathes. There were 
also a number of CAM automatic machines, but 
these were all gotten rid of by 2010. 

Steve’s son, Stefano Bothma, joined the 
business in 2008, and like his father, enjoys getting 
his hands dirty on the shop floor. For Steve and 
Stefano, nothing is impossible, and there is always 
a solution – even if that means finding a way on a 
turret lathe.

The machining shop employees 48 people 
and now covers 1 100m2 of floor space across 
four units, each broken up into various stages 
of components being produced and jobs being 
undertaken. Predominantly parts and components 
are manufactured from aluminium, and as well 
as fulfilling local orders, Superexcel Precision 
Engineering also export components to companies 
in Europe.

The purchase of the Equator 500™ marks the 
next step in the future for Steve and his company: 
“To test 80 components for quality control used to 
take me between two and three days, now it takes 
me two to three hours to do the same job. And this 
includes testing the most difficult angle on one 
particular component – an angle of 22.5 degrees. 
In time this process will be even faster.”

Bothma prides himself and his employees on 
being goal driven and getting the maximum out 
of the business, “We operate by three rules: To 
produce components of the highest quality; to 
give decent service and to always be on time with 
delivery. Driven by European ethos we strive to 
delight the customer. We always strive to make the 
perfect component.”

“I spent day and night learning how to operate 
the machines and understand the industry and 

First Renishaw Equator™ 500  
gauging system in Africa installed  

in Cape Town
Intelligent process control for larger components. Capable of high-speed comparative  

gauging for inspection of high-volume manufactured components.

The Renishaw Equator™ 500 gauging system

Jamie Lord of Renishaw, Steve and Stefano Bothma of Superexcel Precision 
Engineering and Dylan Eva of WD Hearn 
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I believe if you don’t learn something from 
someone each day, you are a lot poorer for it,” 
said Bothma.

Jamie Lord, Industrial Metrology Engineer 
for Renishaw and responsible for all things 
automated in Europe, Africa and the Middle 
East, and who was in Cape Town to assist with 
the installation remarked that, “The Equator™ 
500 gauging and inspection system will make a 
significant impact on the quality control reporting 
for Superexcel Precision Engineering.”

Lord explained that it was about the 
Productive Process Pyramid for Renishaw, and 
that this is the philosophy behind the integration 
of the Equator™ 500 onto the shop floor. At 
the base of the pyramid one has the process 
foundation, above this the process setting, 
followed by in-process control, and lastly topped 
by post-process monitoring. This is the job the 
Equator™ 500 does, quickly.

Lord went on to highlight a recent, but larger 
installation of Equators used in automated cells at 
a large machine shop in the US and said that the equipment 
used for the turning cell paid for itself in just 18 days. 

Another installation of Equators, this time in New Mexico 
at a transmissions systems plant, reduced shop floor gauging 
time of components by 85% with Equator™ gauges. After 
each stage of production, some features were inspected in 
the quality room, taking around 20 minutes on average. For 
the best accuracy, more than an hour could be lost waiting 
for the part to ‘soak' to the quality room temperature prior 
to measurement. With the Equator™ gauges, alongside the 
machines, this was reduced to two-and-a-half minutes.

In time Bothma says he is looking to add to the gauging 
system and create his own automated cell whereby a robotic 
arm will be added to further automate the loading and 
unloading process of parts for quality control, thus further 
reducing inspection times. 

The Equator™ 500 gauging system
The new larger Equator™ 500 system now enables the 

gauging of larger parts components, with a working volume 
of 500mm in diameter and up to 400mm in height.

The Equator™ 500 gauging systems are accurate 
between a range of 5ºC and 50ºC at any rate of temperature 
change, and are capable of scanning speeds in excess of 
200mm/s.

Every system is compatible with simple-to-use Organiser 
operator software, EZ-IO software for automation, and IPC 
(intelligent process control) software for updating tool offsets 
on CNC machine tools.

Process control
The Equator™ 500 gauging system has built-in software 

that can connect directly to CNC controllers. There is a 
range of options for feeding back offsets and corrections 
to the process, including the ability to set warning limits so 
that action is taken before parts are made out of tolerance. 
Measurement results and process corrections are displayed 
instantly on a run chart, which shows trends and production 
history.

You can update several machines on a per feature basis, 
and feed back to multiple tools. This enables control of 
multiple manufacturing operations with one gauging cycle. 
Managing tool life is easier and you can better understand 
the life of your cutting tools, and set user-defined tool wear 
warning limits. Sister tooling is also supported.

Measure size, position and 3D geometry data at the 
point of manufacture to update offsets and improve process 
capability. Measurements from multiple parts can be 
averaged to reduce variation. It is designed and perfectly 
suited to inspecting parts right where they are produced, on 
the shop floor.

Larger measuring volume
The Equator™ 500 has a gauging volume of 500mm 

diameter in the X/Y plane and 250mm in Z when used with  
the SM25-2 scanning module. This can be expanded to 
400mm in Z with the SM25-3 scanning module, which allows 
styli up to 200mm in length to reach many more features. 
The base of the Equator™ 500 supports workpiece and 
fixturing with a total weight limit of 100kg.

Typical applications include the manufacture of car and 
truck transmission and engine casings, drive-train parts 
like conrods and differential housings, suspension castings, 
pressed parts, valves and pumps.

Accuracy with rapid temperature changes, now over a 
45ºC range

Climatic conditions can result in variable daily and 
seasonal temperature cycles. For example, early in the  
morning a cold machine shop can increase in temperature  
due to both external conditions and machinery heating  
up. The system has been proven to cope with this by 
re-mastering, meaning that accurate gauging can start as  
soon as the first part has been produced and continue 
regardless of how conditions change.

Automatic update of tool offsets directly from  
Equator™ 500 systems

The Equator range is compatible with new IPC software 
which allows constant monitoring and automatic adjustment 
of a machining operation, keeping component dimensions 
close to nominal and well within process control limits. 
This correction of process drift improves part quality and 
manufacturing capability, and reduces scrap. 

The proximity of the Equator™ 500 gauge to the CNC 
process allows adjustment at the point of manufacture, 
avoiding time delays or reliance on finished component 
(tailgate) inspection. An Equator™ gauging system can be 
connected to one or multiple CNC machine tool controllers.

For further details contact WD Hearn on  
TEL: 021 534 5351 or visit www.wdhearn.co.za

Steve and Stefano Bothma on the shop floor
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Paramount Group, the South African-based global defence 
and aerospace company, has unveiled its next generation 
armoured personnel carrier, and announced it has 

received a contract from the United Arab Emirates (UAE) 
at IDEX 2019, the largest defence and security Expo in the 
Middle East. 

The announcement for the acquisition of the vehicles was 
made by the UAE’s Ministry of Defence on the first day of 
IDEX, held in Abu Dhabi from 17-21 February in Abu Dhabi.

Manufactured in South Africa, the Mbombe 4, 
representing the pinnacle of land systems technologies, is 
drawing on Paramount Group’s and South Africa’s exceptional 

heritage as leaders in the field of armoured vehicle design. 
The Mbombe 4x4 completes the highly advanced Mbombe 

family of combat vehicles, consisting of the eight-wheeled 
Mbombe 8x8 and the six-wheeled Mbombe 6x6, designed 
to optimally meet the increasing demand for outstanding 
protection, yet versatility for today’s modern conflicts, 
including counter terrorism and peacekeeping missions.

Founder and Executive Chairman of Paramount Group, 
Ivor Ichikowitz, stated: “The new Mbombe 4 is a showcase 
of South Africa’s ability to create world-class technologies, 
ground-breaking innovations and the country’s ‘can-do’ 
attitude. This product also demonstrates our quest for 
continuous innovation and pushing the boundaries of vehicle 
design, crew protection, and interoperability.”

“We are very excited by the Mbombe range of products 
and firmly believe that there is nothing in the world right now 
that can compete. We are dedicated to developing advanced 
defence capabilities and next generation technologies which 
will support our customers.”

“With the launch of the new Mbombe 4, Paramount is 

able to offer its customers one of the most complete land 
systems ranges in the world. Our partner governments are 
now able to deploy the most advanced, latest-generation 4x4, 
6x6 and 8x8 vehicles with a single common logistics train, 
highly-competitive acquisition costs and the lowest through-
life cycle operating costs.”

Displaying a striking new design, packed with the latest 
technologies and capabilities required for the modern 
battlefield, the Mbombe 4 offers outstanding levels of 
protection, mobility and flexibility.

The platform offers very high levels of ballistic and mine 
protection and other key features include a burst speed of 

140km/h ensuring exceptional levels of mobility, a unique, 
rear-door ramp design proven in combat on 6x6 and 8x8  
IFVs, with the vehicle fully operational in winter conditions 
of -20 degrees Celsius to desert conditions of +55 degrees 
Celsius.

The Mbombe family enables Paramount Group to provide 
customers with a comprehensive family of 4x4, 6x6 and 
8x8 IFVs, which share over 70% of common components to 
reduce through life costs and ensures efficient training and 
logistics. This also presents a unique opportunity for the 
global market, affording a prospective end-user of all three 
vehicles significant savings in the areas of maintenance and 
logistical support.

The Mbombe 4 offers a unique onboard mission  
computer and interface system. The vehicle is further fitted 
with the latest generation navigational, crew comfort and 
security systems, with examples including a driver-assist 
camera system, winterisation kit, vehicle location and  
tracking systems, a NATO standard tow-hitch, radios and 
intercoms systems and a Central Tyre Inflation System (CTIS).

Paramount Group secures contract  
with United Arab Emirates (UAE) for its  

next generation armoured vehicle

Founder and Executive Chairman of Paramount Group, Ivor Ichikowitz, stated: 
“The new Mbombe 4 is a showcase of South Africa’s ability to create world-class 
technologies, ground-breaking innovations and the country’s ‘can-do’ attitude.”





General Profiling 
has announced 
the successful 

introduction of two new 
shareholders into the 
General Profiling Group, 
effective 1 November 2018.

Nedbank Private Equity 
(part of Nedbank Limited) 
and Heritage Capital have 
each acquired a strategic 
stake in General Profiling. 
The rest of the company is 
still owned by the existing 
management team.

Operational control and 
the running of the business 
remains unchanged. 
However, Gavin Poplak 
stepped down as Managing 
Director at the end of 
February 2019 and will be 
replaced by Martin Nel, 
who has been with General 
Profiling for the past seven 
years as Financial and 
Commercial Director.

“Heritage Capital, a 
100% black female owned organisation, will significantly 
improve the BEE scorecard of General Profiling and together 
with Nedbank Private Equity, will add value in respect of 
strategic guidance and further growth capital. Importantly 
for procurement points for customers, the General Profiling 
Group will now be 34% black female owned and 8% black 
male owned,” explained Nel.

“General Profiling looks forward to the next chapter of 
growth, with the support of its new shareholders who are 
seeking to grow the business organically and by acquisition of 
businesses in the cut to size steel market,” Nel added.

General Profiling was established in 1971 and has grown 
into one of the largest independent steel, stainless steel and 
aluminium service centres in the country. It offers all major 
value-add steel services, including laser cutting, waterjet 

cutting, plasma and flame cutting, 
bending, rolling and robot welding.  

“General Profiling’s ability to offer 
large format laser cutting (three metres 
wide and 30 metres long), heavy duty 
bending using its 2 000 ton, 12 metres 
long press brake and rolling up to 50mm 
thick plate has allowed the company 
to process some of the largest projects 
in the country as well as for export 
markets,” said Nel.

“General Profiling’s 8kW fiber 
laser offers the latest technology to 
the market and is able to process up 
to 30mm carbon steels and 40mm in 
stainless steels.” 

“Other value added services that 
we offer include CNC turning, milling 
and drilling. The company is also ISO 
9001:2015 and ISO 3834 certified.”

For further details contact General 
Profiling on TEL: 011 062 3200,  
email Martin Nel on  
martin@generalprofiling.co.za or  
visit www.generalprofiling.co.za
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New strategic shareholders 
invest in General Profiling for further growth

An aerial view of General Profiling’s plant in Amalgam, Johannesburg, Gauteng

General Profiling offers large format laser cutting (three metres wide and 30 metres  
long), heavy duty bending using its 2 000 ton, 12 metres long press brake and rolling  

up to 50mm thick plate



Hino South Africa will have to consider its 
production capacity in the assembly plant in 
Prospecton, near Durban, as projected sales of 4 

950 units for 2019 will be close to the plant’s single-
shift capacity of 5 000 units a year.

The company is eyeing increased export volumes as 
it now supplies SA-specification trucks to Zimbabwe, 
Zambia, Mozambique, and Malawi in addition to those 
in the SA Customs Union, where Namibia is showing 
growth. In the long-term this increase in demand could 
result in expansions to the production plant.

Ernie Trautmann, Vice President of Hino SA, says 
he expects the SA truck market to continue to virtually 
stagnate in 2019, as it has done for the past two 
years, at least until the national election is over. He 
said that the first month of 2019 had already proving 
slow in terms of sales.

Hino, together with the Toyota Dyna light truck 
range, had a good year in 2018 in terms of sales, 
ending up with a total of 4 318 units sold. Dyna sales, 
which are now recorded in the light commercial vehicle 
segment, jumped 63.9% from 681 units in 2017 to 
1 116. Pure Hino sales totalled 3 202 units which 
equated to 11.6% of the total SA truck market.

Hino’s medium commercial vehicle sales were 
down 3.5% on 2017, largely due to a stock shortage 
as forecasts were cut after a 5% dip in overall truck 
sales in the first half of 2018. However, Hino’s heavy 
commercial sales, which included the new, Hino 500 
Wide Cab models, were up 19.3% and its extra-heavy 
sales increased by 8.9% for 17.3% growth in combined 
Dyna and Hino sales.

Trautmann said that sales trends in the Hino 300 
and 500 ranges show the strong swing to automatic 
transmissions versus automated manual transmissions 
(AMT) and manual gearboxes. “This is a permanent 
swing in preference, driven to a large extent by Hino, 
which will continue to accelerate,” he explained.

Hino enjoyed a strong performance in parts sales 
and technical service too. Parts sales were up 2.3% 
to R354 million despite no general increase in parts 
pricing and, in fact, a 4% decrease in the prices of 
certain parts that had been considered out of line with 
the competition. The number of trucks serviced by Hino 
dealers was up 3.7% compared to the previous year.

“We are, generally, very happy with our 
performance in a market that showed only marginal 
growth in 2018 and believe we are now on course for a 
better performance in 2019, with many innovations to 
boost brand image and sales, while further improving 
our levels of customer satisfaction,” said Trautmann

Hino SA  
getting close 
to production 
plant capacity
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Researchers for the University of California at Berkley 
designed a printer that rather than building objects 
layer by layer, the printer, nicknamed the ‘Replicator’, 

creates whole structures by projecting light into a resin 
that then solidifies. It works like a computed tomography 
(CT) scan in reverse, explains Hayden Taylor, an electrical 
engineer at the University of California.

Joseph DeSimone, a chemist at the University of 
North Carolina at Chapel Hill says: “This is an exciting 
advancement to rapidly prototype fairly small and 
transparent parts.”

The process is as follows: When a patient undergoes 
the CT procedure, an x-ray tube rotates around their body to 
take multiple photos that a computer can use to create 3D 
images. The Replicator, on the other hand, starts with a 3D 
model, which is then uploaded to a computer to help the 
researchers come up with 2D photos of it from every angle. 
Those 2D images are then fed to a slide projector used 
to cast images onto a cylinder filled with a synthetic resin 
called acrylate.

The machine rotates the cylinder to correspond with the 
angle of the image projected onto it, and the resin solidifies 
when it absorbs enough photons to create the final product. 
Since the process doesn’t print objects by sintering it layer 

by layer, the result is an object with a surface smoother 
than what usual 3D printers can achieve. The current 
version of the Replicator can only create centimeter-sized 
objects but the researchers believe it could be used to 
create bespoke medical components and to encase existing 
objects in resin.

According to the team: “Additive manufacturing 
promises enormous geometrical freedom and the potential 
to combine materials for complex functions. The speed, 
geometry, and surface quality limitations of additive 
processes are linked to the reliance on material layering. 
We demonstrated concurrent printing of all points within a 
three-dimensional object by illuminating a rotating volume 
of photosensitive material with a dynamically evolving light 
pattern.”

“We print features as small as 0.3mm in engineering 
acrylate polymers, as well as printing soft structures with 
exceptionally smooth surfaces into a gelatin methacrylate 
hydrogel. Our process enables us to construct components 
that encase other pre-existing solid objects, allowing 
for multi-material fabrication. We developed models to 
describe speed and spatial resolution capabilities. We also 
demonstrated printing times of 30 to 120 seconds for 
diverse centimetre-scale objects.”

Volumetric additive  
manufacturing via tomographic 

reconstruction

Doctors from Tygerberg Hospital’s Division of 
Orthopaedics along with those from the Faculty 
of Medicine and Health Sciences at Stellenbosch 

University have created a 3D printing laboratory and are 
now utilising 3D printing techniques to create models of 
patients’ anatomy as preparation for surgical procedures.

Orthopaedic surgeon and anatomy lecturer Dr Rudolph 
Venter explained that this was a novel way for surgeons 
to visualise their patients’ anatomy, and an enabling tool 
for planning procedures. “It can help surgeons plan and 
perform procedures with a greater measure of safety and 
efficiency.”

Orthopaedic procedures require significant amounts 
of pre-operative planning, and having the technology 
available at their disposal is something the doctors are 
very excited about.

“The planning has always been visual. However, having 

a 3D model of the patient’s anatomy allows you to plan for 
the operation in a whole new way. For example, not only 
can you see the tumour you need to remove, but you can 
also feel it. Or you can physically plan where you are going 
to make the bone cut to correct a deformity.”

“It’s like having this amazing, tactile road map of the 
patient’s anatomy inside their body. Something that was 
out of reach for most patients is now done for people 
walking off the street into Tygerberg Hospital - 3D printers 
are now very affordable and the software is so easy to 
use. The orthopaedic surgeons are learning how to do it.”

Out of the 10 cases where the technology has 
been employed, seven have been for public health care 
patients.

“It’s going to open a lot of doors. We’re very excited 
for the implications of training medical students, and it’s 
awesome to have our patients benefit at grass roots level.”

Western Cape surgeons use 3D 
printing to plan and practice  

procedures 
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The 2019 State of the Motor Industry (SOMI) address - 
hosted by Andrew Kirby, President and CEO of Toyota 
South Africa Motors (TSAM) - delivered some sobering 

facts about the affairs of the local automotive industry and 
its socio-economic context. Some of the pertinent topics 
discussed at SOMI 2019, held at the Kyalami Racetrack 
included the South African Automotive Masterplan, the 
potential of the Auto industry in Africa, as well as the industry 
outlook for 2019. 

According to Andrew Kirby, President and CEO of Toyota 
South Africa Motors (TSAM), total vehicle sales for the 2019 
will continue the downward trajectory that began in 2013 
- with the exception of 2017 when the market registered a 
marginal increase - and settle at 550 000 at the end of the 
year. 

“2019 will essentially be a year of two halves, in the first 
half we’re expecting activity to remain relatively benign in the 
economy because we are heading into the elections. We are 
certainly monitoring business confidence, which has been 
quite weak due to political uncertainty. On the business side, 
our view essentially is that businesses are likely to stay on 
the sidelines till after the outcome of the elections; only then 
will we start to see business confidence improve – investment 
of course follows that,” said FMB Chief Economist Mamello 
Matikinca-Ngwenya.

Both the World Bank and the South African Reserve Bank 
have predicted that this year’s economic growth will be less 
than 2% - with forecasts of 1.3% and 1.9%, respectively. The 
extrapolation - based on a variety of socio-economic factors - 
doesn’t bode well for the local motor industry. The automotive 
sector currently contributes 7% to local GDP, constitutes 30% 
of South Africa’s total manufacturing output, is responsible 
for 14% of total exports and employs 112 000 people in the 
vehicle and component production.

However, the figures pale in comparison to the targets set 

by the industry and the government in the recently announced 
South African Automotive Masterplan (SAAM) 2035 - which 
is essentially an extension of the Automotive Production and 
Development Programme (APDP). The vision of the Masterplan 
is to increase the number of people working in the automotive 
industry by 100% (from 112 000 to 224 000) and double the 
percentage of vehicles assembled in South Africa from 38.7% 
to 60%. This will amount to 1.4 million vehicles produced 
annually and grow the South African vehicle production to 1% 
of the global output.

 The Masterplan, developed jointly through strategic 
collaboration between the government, industry and labour 
unions, will replace the APDP from 2021 to 2035. Kirby says 
while the automotive industry appreciates the government’s 
continued support of the sector, there are a number of focus 
areas that need to be addressed in order for the Masterplan 
to be a success. These include lack of infrastructure such 
as stable and competitive ports and rail, as well as the 
maintenance of urban roads. The quality of South African 
fuel is also poor, which in turn, could hinder the availability 
of world-class vehicle engines for the South African market, 
while there are also concerns about technology disruptors 
and how they’re likely to influence customer needs. However, 
one of the main challenges to domestic market stimulation is 
the relatively high tax structure that makes vehicle ownership 
almost impossible for many. 

Africa offers a good prospect for local vehicle 
manufacturers, however the proliferation of used cars from 
overseas markets is a threat. “Africa is not a dumping ground 
for second-hand vehicles,” says Dr Martyn Davies, Managing 
Director of Emerging Markets and Africa at Deloitte.    

Kirby says about 50% of new cars sold in Africa are 
produced by Toyota South Africa Motors. 

“We already have a strong foothold as we currently export 
to 42 countries on the continent,” says Kirby.  

Mixed bag of fortunes for the local 
auto industry says Toyota President 

and CEO Andrew Kirby





He says the local arm of the German car 
manufacturer should produce 161 900 vehicles,  
of which 108 000 are scheduled to be exported.

VWSA produced 126 413 vehicles in 2018, and 
exported around 75 900 units. VWSA produces the Polo 
for the local market and export markets around the world, 
including Europe, as well as the Polo Vivo for the local and 
selected African markets.

“If we could produce more, we would, but we are 
maxed out. We are on three shifts (a day) and we are 
already working on Saturdays,” says Schäfer.

He regards 2018 as the “best year in VWSA’s 
existence”, with the Volkswagen brand grabbing a 19.8% 
share of the South African passenger car market. VWSA 
also sells Audi in South Africa.

Schäfer says VWSA was “profitable” and that it had 
“met and exceeded all targets” for 2018, despite the 
implementation of a third shift in April, which saw  
the addition of new, inexperienced staff to the  
payroll.

VWSA has also added the Polo GTI to its production 
roster - a model which used to be produced in Spain.

“It is a good problem to have to be maxed out,”  
says Schäfer.

Looking ahead, he regards 2019 as a year of two 
halves - before and after the national election in May, with 
the economy expected to gain somewhat better traction 
after the elections.

However, the potential of a protracted strike looms 
large within the local automotive industry, with vehicle 
manufacturers, component makers and trade unions back 
at the bargaining table this year to negotiate a new wage 
deal for the sector.

The National Union of Metalworkers of South Africa 
has “already said that the gloves are off, which I find 
strange in this economy,” notes Schäfer.

He says Numsa has indicated its desire for a double-
digit wage increase, while inflation stands at 4.5%.

“It’s going to be interesting. It would be great not to 
have a strike, but we can’t afford 10%. We are pricing 
ourselves out of the market.”

With the Uitenhage plant currently operating at 
capacity, Schäfer acknowledges that it would be difficult 
for VWSA to stockpile vehicles in anticipation of a strike.
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Meanwhile - VWSA to reach record 
production this year, says Schäfer

Volkswagen Group South Africa (VWSA) should this year produce a record number 
of vehicles at its Uitenhage plant, in the Eastern Cape, says CEO Thomas Schäfer. 
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Local heavy equipment manufacturer Bell Equipment’s 
strategy to revitalise its presence in the agriculture 
and forestry industry has been bolstered by an 

announcement in January 2019 that the South African 
manufacturer will acquire its long-standing partner, Matriarch 
Equipment.

Matriarch Equipment was founded in 2009 by brothers 
Justin and Ashley Bell, grandsons of the late Bell Equipment 
founder, Irvine Bell. The company focuses on developing 
innovative equipment for a wide spectrum of industries.

Reminiscent of the early days of Bell, Matriarch has 
enjoyed particular success in agriculture and forestry thanks 
to its ‘customer centric’ approach and quick turnaround of 
niche solutions.

Partnership
The Bell/Matriarch partnership dates back to January 

2014, and Bell currently distributes and supports the 
complete, locally manufactured Matriarch range of agriculture 
and forestry equipment.

This comprises of highly innovative and relevant products 
for the sugar and forestry industries such as the UltECO5 
and UltECO6 slew loaders for sugar harvesting operations, as 
well as the FASTfell and Skogger for timber harvesting and 
extraction.

In addition, Bell last year collaborated with Matriarch for 
the conversion of Kobelco excavators for the forestry industry 
in order to provide customers with a professional and 
thorough approach to conversions.

Following the transaction, Matriarch will become a wholly 
owned division of Bell and will continue to operate from its 
existing workshop premises in Felixton.

Bell Equipment Chief Executive Officer, Leon Goosen, said 
that the acquisition creates a win-win scenario for the two 
companies and their customers.

“The transaction gives Bell a renewed energy and focus 
on agriculture and forestry.”

“These industries were the cornerstone of Bell in its 
formative years and we see great potential in strengthening 
and growing this important aspect of our business.”

Isuzu Motors SA consolidates  
bakkie and truck plant 

Isuzu Motors South Africa has officially launched its 
consolidated truck and bakkie manufacturing plant after an 
investment of some R27 million.

The project involved the relocation of the Japanese firm’s 
truck production facilities from Kempston Road to Isuzu 
Motors SA’s headquarters in Struandale, Port Elizabeth, 
which means all bakkie and truck manufacturing now takes 
place under one roof.

The relocation follows the merging of Isuzu’s truck and 
bakkie business in February 2018 after 
General Motors ceased operations in South 
Africa at the end of 2017.

Michael Sacke, Isuzu Motors SA chief 
executive officer and managing director, said 
the move allowed the optimisation of shared 
resources.

“We started with regular production 
of our market-leading trucks at their new 
home in Struandale in January 2019. These 
changes have resulted in greater efficiencies 
in terms of our manufacturing support 
resources and an opportunity to improve 
the application of our lean manufacturing 
system,” said Sacke.

The final truck at Kempston Road rolled 
off the production line on 30 November 
2018, ending a 21-year run.

Johan Vermeulen, Isuzu Motors SA’s 
manufacturing and supply chain executive, 
said it took a number of months to study, 

plan and execute the truck plant move.
“Materials are now stored closer to the truck line which 

reduces travel distances substantially. This improves 
efficiency and eliminates waste and unnecessary cost. We 
also used the opportunity to work together with our source 
plant to change the way that material is packed, providing 
us with easier access to the correct material at the correct 
time. We also came up with some innovative solutions with 
regards to material storage,” said Vermeulen.

Bell Equipment acquires 
Matriarch Equipment
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Organised by the South African Capital Equipment Export 
Council (SACEEC), in association with Specialised 
Exhibitions Montgomery, and endorsed by the Premier of 

Gauteng the exhibition is scheduled to take place at the Expo 
Centre, Nasrec, Gauteng from 21 to 23 May 2019.

The South African Capital Equipment Export Council 
(SACEEC), in association with Specialised Exhibitions 
Montgomery has announced the launch of the Local 
Manufacturing Exhibition 2019 (LME), an exhibition that aims 
to showcase South Africa’s local manufacturing capabilities.

The manufacturing sector offers the potential to 
significantly 
accelerate South 
Africa’s economic 
growth and 
development. 
With a specific 
focus on 
Gauteng, the 
exhibition will 
showcase leading 
local industries 
to thousands of 
potential national 
and international 
investors. Cutting 
across a wide 
range of sectors, 
the exhibition’s 
objective is to 
demonstrate the 
power of local 
manufacturing 
as the key 
to unlocking 
vast economic 
empowerment, growth, development, job creation, export 
opportunities and investment, according to the press release.

“SACEEC has been working closely with the Gauteng 
Provincial Government, which has identified key sectors of 
the economy that have the potential to address multiple 
imperatives such as greater economic inclusion and additional 
employment opportunities,” says Eric Bruggeman, CEO of the 
SACEEC.

“The manufacturing sector is considered one of Gauteng’s 
largest economic sectors and with its labour-intensive 
characteristics and other socio-economic benefits, it has the 
power to create jobs and export opportunities faster than any 
other sector,” said Bruggeman.

“The show will provide a definitive platform to present, 
launch and showcase leading local manufacturing capabilities 
to a highly qualified and targeted audience of decision-makers 
with major purchasing power. For visiting delegates, the show 
will present the best that South African manufacturing has to 
offer, across a broad spectrum of industries, including civils 
and construction, mining, agriculture, process industries and 
power and utilities, to name just a few,” according to Charlene 
Hefer, Portfolio Director of the LME.

“The LME’s interactive style will provide multiple 

networking opportunities and free-to-attend seminars, 
providing exhibitors and industry experts with an opportunity 
to highlight industry challenges and opportunities,” says Hefer.

“This will significantly enhance the value of the exhibitor 
and visitor experience,” she adds.

“LME aims to promote and showcase local manufacturing 
across all industry sectors, to promote these leading local 
players to local and international markets, increasing their 
competitiveness, providing greater exposure to global markets 
and demonstrating South Africa’s strong export potential,” 
adds Bruggeman.

“South 
Africa has faced 
some economic 
challenges in 
recent years, but 
with Government’s 
support we 
are focusing 
our efforts on 
establishing 
manufacturing 
hubs that will 
revive this 
economic sector, 
accelerate 
job creation, 
increase export 
opportunities 
and eliminate 
competition from 
cheap imports,” 
says Bruggeman.

“Part of 
our mandate 
to promote the 

globalisation of local industry is to provide opportunities for 
promotion through events such as the LME,” he says.

In 2017 the Gauteng Growth and Development Agency 
(GGDA) entered into a partnership with SACEEC to promote 
transformation in the manufacturing industry in Gauteng.

The GGDA’s key objective is to spearhead economic 
development efforts for Gauteng by targeting local and 
international business stakeholders. The GDDA recognises 
the importance of investment as a driver of job creation, skills 
development and economic growth.

One of the pillars of the partnership between GGDA and 
SACEEC is the development of existing and emerging black 
owned companies to integrate such businesses into the 
formal manufacturing sector in Gauteng.

The LME is organised by Specialised Exhibitions 
Montgomery. Specialised Exhibitions will be working in 
collaboration with the SACEEC, a representative body for the 
capital equipment and machinery project sector, which has 
a mandate to facilitate the globalisation of South African 
industry, and take a proactive role in creating growth and 
export opportunities for local companies.

For further details on the Local Manufacturing Exhibition 
visit www.localmanufacturingexpo.co.za

Local Manufacturing Exhibition 2019 
to take place 21 to 23 May 2019
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Toolrooms play crucial roles in supporting the daily 
production of many machine shops. But while a shop’s 
main production area may be bright, clean and equipped 

with the latest CNC machinery, the toolroom typically houses 
older, manual equipment in an atmosphere that is suggestive 
of metalworking’s primitive roots.

Because they serve primarily in backup roles, toolrooms 
can become almost invisible features in many shops. For 
this reason, the toolroom’s inherent capabilities are usually 
taken for granted. These capabilities include substantial 

versatility that derives chiefly from the increasingly rare 
talents of skilled, conventional tooling tradesman. But when 
the company in question that was until recently part of a 
corporate group that has been dealing with the interfaces 
in the flow of electricity ever since it was founded back in 
1921, the role of the toolroom becomes a central core to the 
success of the other manufacturing departments within the 
company.

Pfisterer (Pty) Ltd is a high voltage electrical hardware 
developer and manufacturer situated in Pietermaritzburg, 

SHOPFRONT   FOCUS

Pfisterer’s toolroom equipped  
for efficiency

The majority of the Pfisterer’s products require a die or a mould, some more complicated than others, to manufacture the various 
components that are then assembled into final product
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KwaZulu-Natal. As a leading manufacturer of high quality 
electrical power transmission and distribution products locally 
and internationally, Pfisterer in South Africa is unique in that 
it virtually has all the manufacturing processes needed to 
produce its own final product operating under one roof.

Pfisterer was established as Hardware Assemblies in 1978 
and has served the South African and export markets for more 
than 40 years. The acquisition of Hardware Assemblies by 
the German-Swiss Pfisterer Group in 2003 further propelled 
the research and development at the local factory resulting 
in an expansion of the comprehensive product ranges. Over 
the decades, Pfisterer in South Africa has grown into one of 
the largest manufacturers of composite insulators and line 
hardware on the African continent with the most complete 
product offering.

In line with the adoption of a new corporate image by the 
Pfisterer Group, Hardware Assemblies officially changed its 
name to Pfisterer (Pty) Ltd on the 1st January 2006. To keep 
up with the progressive legislation in South Africa, which is to 

encourage local content and ownership, the Pfisterer Group 
decided to embark on a mutually beneficial sale agreement 
with a 100% black owned South African investment company, 
The Thesele Group. As of 26th July 2018, The Thesele 
Group acquired 100% ownership of Pfisterer (Pty) Ltd shares 
making Pfisterer (Pty) Ltd a proudly South African owned 
manufacturing entity that now has a Level 2 B-BBEE score 
rating. 

Pfisterer (Pty) Ltd prides itself in operating a fully vertically 
integrated manufacturing facility, converting raw materials 
directly into completed products through efficient in-house 
processes and technologically driven machinery. Some of the 
key manufacturing processes include high pressure injection 
moulding machines for cutouts and insulators, a gravity die 
cast foundry producing aluminium castings, a sand foundry 
casting SG iron castings, a helical wire-forming plant, a 
fiberglass rod pultrusion plant and the tool and die making 
facility. 

The comprehensive in-house technologies have ensured 

Conventional mills are also necessary equipment used in a toolroom. 
Pfisterer has 10 on the floor

The toolroom is equipped with five CNC vertical machining centers 
with a maximum table size of 1 500mm x 1 800mm, two CNC lathes 

with a maximum of 1 500mm between centres

Central to the toolroom is a DMG MORI HSC 75 linear – a highly 
dynamic 5-axis machining center supplied by Retecon Machine Tools

When companies upgrade equipment, the toolroom might be the last place 
considered for new investments. Demonstrating the great potential of a toolroom 

driven by the latest technology, however, Pfisterer’s toolroom strongly suggests that 
conventional assumptions are changing
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that Pfisterer is a market leader 
in the field of OHL products on 
the African continent, notably 
being the first African company 
to 100% locally manufacture 
and supply 400kV polymeric 
insulators to Eskom and other 
African utilities, in addition to 
successfully exporting these 
products to Europe. In 2018, 
Pfisterer has also added 
another historical milestone in 
their product offering through 
the launch of Africa’s first 
765kV polymeric insulator 
manufacturing in their portfolio 
of products.

Global energy requirements 
are growing at an ever-
increasing speed. Revolutions 
are underway all over our 
planet, causing the demand 
for electrical energy to 
increase even further. Be it a 
growing number of megacities, the boost to the international 
transport industry, the development of information technology, 
or the closer relationship between societies and industry, the 
direct result is the same. The world needs future-ready power 
grids to guarantee a safe and efficient supply of energy. 

Pfisterer’s toolroom operation developed in response to 
its vast array of different processes and products that the 
company manufactures. At the same time, the toolroom has 
the capability to design, fabricate and maintain the firm’s 
highly specialised production machinery by machining and 
replacing wear parts where possible.

Initially you assume that Pfisterer’s machining needs 
would be comparatively simple. But this impression is 
soon changed as you are shown around the company’s 
manufacturing facility. 

Agility plus precision
The centrally located toolroom is run like a business. While 

creating an internal toolroom might not be feasible for many 
mass-production manufacturers, this strategy is well suited 
to support Pfisterer’s product portfolio and the technologies 
deployed to manufacture them. 

“My department is like a business within a business. We 
view the other departments in this company as our customers, 
because our shop exists to serve their needs,” explained 
Steven van der Walt, the Toolroom Manager who has been 
with the company for two years and is a toolmaker by trade 
with over 10 years’ experience in the tool making industry.

The majority of the Pfisterer’s products require a die or a 
mould, some more complicated than others, to manufacture 
the various components that are then assembled into final 
product. Therefore, a significant portion of the toolroom’s work 
involves meeting the constant demand for new moulds to 
supply the company’s production facilities. 

An example of this is the aluminium gravity die casting 
production facility that is casting over 150 different aluminium 
components the numbers of which can run into tens of 
thousands per component. This department produces 
nearly 80 tons of castings per month and with a component 
weighing not more than two kilograms, this is a huge amount 
of castings that the company is producing. The gravity die 
casting moulds are therefore in constant use and need to 
be maintained regularly. The toolroom takes control of this 
operation as well.

The latest CNC machine to arrive is a Jingli CK6150-1500 lathe that 
was supplied by MJH Machine Tools. The flat bed lathe has a swing 

over the bed of 500mm with a distance of 1 500mm between centres, 
a spindle bore of 82mm and a bar capacity of 65mm

Like any toolroom Pfisterer has a wire cut machine –  
an AgieCharmilles CUT 20 supplied by Retecon Machine Tools

On average the Pfisterer toolroom will produce a new mould once every two weeks. That is one of the 
multi-cavity injection moulding moulds – less complicated tooling, moulds or dies are done in a shorter 

period. It employs 19 staff with 13 of those being toolmakers and machine operators. The toolroom 
also has four designers working full time
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However, it is not just about dies and moulds that the 
toolroom has to manufacture and maintain. The company has 
a section that houses five hydraulic presses and all the press 
tooling emanates from the toolroom. 

Another important priority for the toolroom is to build 
rubber injection and compression moulding tools. While items 
requiring maintenance or new ones to ramp-up production 
always take precedence, the toolroom’s normal workflow is 
dictated chiefly by due dates, material availability and overall 
resources. But, according to van der Walt, normal workflow 
can be difficult to define in a toolroom geared for flexibility 
which is responding to immediate needs.

Typical of machine shops that produce multi-cavity moulds 
for plastic components, Pfisterer’s toolroom must maintain 
precision tolerances while working with some extremely 

hard metals. Although many of its products are small and 
apparently simple, van der Walt cautions that even tiny 
variations in tooling can have serious ramifications. Because 
Pfisterer’s components are produced by mass production, 
operations can be disrupted by even small variations in size 
or shape.

Equipped for efficiency
The personnel and equipment selected for Pfisterer’s 

toolroom reflect its extraordinary role in the company’s 
operations. Although this shop can shift gears quickly to 
produce a wide variety of parts and moulds, much of its 
machinery compares favourably to that found in a high-
production machine shop.

The toolroom is equipped with five CNC vertical machining 

 The Pfisterer toolroom is definitely not a production setup. The company has a separate machine shop that houses four CNC machines  
(two CNC lathes and two CNC mills) for that side of the business. The emphasis in that machine shop is repetitive machining of the  
hundreds of components that need final machining, drilling or tapping operations, for example. However the toolroom will still be  

called upon to supply the jigs and fixtures for these machines

 Pfisterer has an Awea milling machine in the toolroom Toolroom Manager Steven van der Watt with General Manager 
Thabani Nene
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centers with a maximum table size of 1 500mm x 1 800mm, 
two CNC lathes with a maximum of 1 500mm between 
centres, an AgieCharmilles wire eroder, 10 conventional mills 
and four surface grinders. 

The latest CNC machine to arrive is a Jingli CK6150-1500 
lathe that was supplied by MJH Machine Tools. The flat bed 
lathe has a swing over the bed of 500mm with a distance of  
1 500mm between centres, a spindle bore of 82mm and a 
bar capacity of 65mm.

Additionally the toolroom 
has its own heat treatment 
plant that can treat 
components or moulds up to 
10 kilograms.

The Pfisterer toolroom is 
definitely not a production 
setup. The company has a 
separate machine shop that 
houses four CNC machines 
(two CNC lathes and two 
CNC mills) for that side of 
the business. The emphasis 
in that machine shop is 
repetitive machining of the 
hundreds of components 
that need final machining, 
drilling or tapping operations, 
for example. However the 
toolroom will still be called 
upon to supply the jigs and 
fixtures for these machines.

On average the toolroom 
will produce a new mould 
once every two weeks. That 
is one of the multi-cavity 
injection moulding moulds 
– less complicated tooling, 
moulds or dies are done in a 
shorter period. It employs 19 
staff with 13 of those being 
toolmakers and machine 
operators. The toolroom also 
has four designers working 
full time. Design services 
have mainly been restricted to 

in-house requirements but like the toolroom outside work are 
now allowed to supplement these services.

“We have all the equipment, systems, know-how and 
design services so why not offer our expertise and machining 
capabilities to outside companies. The toolroom is not 
running at full capacity and we do like to run at a profit in this 
department. Currently the mix is 90% internal work and 10% 
external work. Internal work will always be given a priority 

though,” explained van der 
Walt.

“We are also very 
committed to training students 
and participate in the local 
TDM programme. At any time 
you will find two apprentices 
on our floor gaining experience 
and learning,” added van der 
Walt.

The effectiveness of 
applying advanced technology 
in a toolroom is well illustrated 
in Pfisterer’s toolroom. 
Not only do the company’s 
products have to perform 
at the highest level but so 
does the equipment that 
manufactures these products. 
Insulators for overhead line 
construction are subjected 
to huge mechanical loads on 
a daily basis. The towers for 
transporting electrical energy 
are typically 500 metres apart, 
meaning that the insulators 
have to carry heavy lines. They 
also have to withstand these 
forces for a number of decades 
without losing any of their 
operational safety.

Pfisterer’s product line 
comprises overhead lines, 
cable systems, railway 
catenary systems and other 
components, all for the high 
voltage electrical power 

Pfisterer has its own wire-forming plant  It is not just about dies and moulds that the Pfisterer toolroom has 
to manufacture and maintain. The company has a section that 
houses five hydraulic presses and all the press tooling emanates 

from the toolroom

HYV silicone housings and insulators – the toolroom 
manufactures the moulds to manufacture these products
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transmission and distribution industries.
Product is used in the German Rail system and now 

in the Swedish rail system with tension and cantilever 
insulators. A number of units have been exported for both 
the Spanish and Polish markets. The Spanish high-speed 
rail line Madrid-Segovia-Valladolid, was the company’s first 
high-speed project. Pfisterer have also supplied product to 
Network Rail (East to West) and Cross Rail London, both of 
which form part of the London Underground, as well as the 
Euro Tunnel project.

Locally Pfisterer have been supplying Transnet for 

well over 12 years and they supplied all of the overhead 
insulators for the Gautrain project.

Pfisterer (Pty) Ltd is an ISO 9001:2015 certified company 
having gained its initial certification through the German 
Accreditation Certification Company DQS back in 2001. This 
certification encompasses a full complement of personnel 
and capabilities to design, plan, manufacture, manage 
and execute complex OHL supply projects, providing total 
solutions by using their in-house expertise and high-quality 
products in the medium to high voltage sectors. Pfisterer is 
also one of the few companies able to offer complete string 

Pfisterer’s aluminium gravity die casting production facility that is 
casting over 150 different aluminium components, the numbers of 

which can run into tens of thousands per component

Pfisterer also has a sand foundry casting SG iron castings
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assembly solutions from hardware components through to 
composite insulators, tested and qualified up to the 400kV 
level. The 765kV insulator range is currently undergoing 
qualification testing at various international test laboratories.

The company is also not scared to invest in equipment 
to test its equipment. Currently being installed is a one 
meganewton pull tester for mechanical testing of insulators 
and string assemblies.

When companies upgrade equipment, the toolroom 
might be the last place considered for new investments. 

Demonstrating the great potential of a toolroom driven by 
the latest technology, however, Pfisterer’s toolroom strongly 
suggests that conventional assumptions are changing. The 
application of new technology is certainly no less potent in 
the toolroom than it is in the machine shop at large. Besides 
playing a supporting role for larger-scale metalworking 
operations, the modern toolroom also has the capability to 
step up to the plate.

For further details contact Pfisterer on  
TEL 033 397 5425 or visit www.pfisterer.co.za

Pfisterer has its own fiberglass rod pultrusion plant

Pfisterer have recently developed a method to manufacture a six 
metre long rod insulator

Long rod insulators

Pfisterer’s aluminium gravity die casting production facility casts 
nearly 80 tons of castings per month





For most truck owners the term 
replacement part is unwelcome 
at best. Who wants to shell 

out hard-earned cash to replace 
radiator grilles, bumpers, headlights, 
windscreens and other front-end 
components and accessories to an 
asset that is the income source of 
the company. These products are 
expensive to replace and besides, 
the unplanned repair events also 
cost the company much needed 
revenue while the asset is off the 
road, in a very competitive market. 

There are the cynics that say 
that the design of modern heavy-
duty trucks today seems to be 
less about getting the required 

cooling air to the radiator 
and more about creating a 
massive, brutal face of rage 
and intimidation. And when 
you add a bull bar or a nudge 
bar to the front end of a cab it 
looks even more frightening. 

Despite these sentiments 
road transport of goods has 
become big business in 
South Africa. Rail transport 
in South Africa is said to 
be an important element 
of the country’s transport 
infrastructure and all major 
cities are connected by 
rail. However, it has been 
described as a ‘completely 

Commercial Auto Components 
adds a functional, aesthetic look to 

your truck’s front end
Design, development, fabrication and sales of products and components 

for automotive and truck applications.

Commercial Auto Components manufactures a bull bar for every heavy-duty vehicle that is either assembled here or imported

Cameron Abbott, founder of Commercial Auto Components 
(CAC) with General Manager Richard Thompson
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dysfunctional rail system’. It has been quoted that passenger 
numbers on the rail system have dropped from 55 million 
a month in 2009 to 20 million last year. The government’s 
endeavour of getting rail-friendly cargo back onto the train 
tracks has not been successful with reliability, unpredictability 
and security being the contributing factors as to why big 
business and private companies are hesitant to use the 
service. This is in addition to the widely reported allegations of 
corruption amongst the leadership and looting being the order 
of the day at the SOE.

This vacuum left by the inept service operator has led to 
the proliferation of road transport companies, operators and 
fleet owners. At the same time this growth in the industry 
has created new challenges and enhanced the existing 
problem – the road 
infrastructure and 
its maintenance. 
The Department 
of Transport says 
government has no 
money to finance 
the maintenance 
of existing roads 
or to build new 
roads. When you 
consider the size 
of South Africa and 
where people are 
situated this is a 
huge problem for 
those that send 
their main asset 
– a heavy-duty 
truck – on the long 
and winding roads 
of South Africa 
that are slowly 
deteriorating.

Positively, the 

situation has also created opportunities for companies that 
supply and service the road transport industry - and these are 
many. Whether it be financing or leasing companies, freight 
forwarding and clearing agents, those that cover the service 
and maintenance aspects and others that supply components 
and products that need to be replaced due to wear and tear 
so as to keep the vehicle roadworthy and within the safety 
requirements, there are opportunities aplenty. Fleet owners 
also need access to the newest truck technologies, which 
reduce maintenance costs and fuel consumption, as well as 
those accessories that are going to lower their repair and 
collision bills. 

Bull bars, nudge bars, windscreen stone guards and 
headlight protectors are no longer regarded as a cosmetic 

accessory to 
these fleet owners 
and managers. 
Additionally, access 
to advanced 
business analytic 
software, new truck 
technologies and 
corporate directives 
to equip trucks 
with the latest 
safety features are 
motivating factors 
supporting the move 
to reduce costs and 
to determine the 
optimum equipment 
lifecycle. As a result 
fleet managers are 
experiencing better 
driver retention, an 
improved corporate 
image and 
overall increased 
productivity.

On the polishing side Commercial Auto Components have installed a 
MEPSA robotic surface finishing and polishing cell

The robotic surface finishing and polishing cell has a Yaskawa 
Motoman robot as the main material handling contender 

 Installed last year was a 6kW Trumpf fiber laser. It has a working range of XYZ  
3 000mm x 1 500mm x 115mm and can cut mild steel up to 20mm, stainless steel up to 
12mm and aluminium up to 8mm. The machine was supplied by Retecon Machine Tools

“Our accessories are designed to protect the front end of the cab, they are functional 
while at the same time stylish. Each OEM vehicle is unique and comes in a number 
of variations. Our accessories are therefore designed to match this uniqueness and 

are thus not simple bolt-on products.”
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Cameron Abbott, founder of Commercial 
Auto Components (CAC), recognised these 
opportunities in 2006 when he established 
his company to initially act primarily as a 
distributor of truck accessories.

“I knew from the beginning that the only 
way forward for me and my company would 
be to set up my own manufacturing facility 
whereby I could be in control of product 
development and manufacture. This does not 
happen over night and it took another seven 
years before I was able to start manufacturing 
my own products. It was essential that our 
product design would not only be unique but 
also offer durability and functionality while 
also enhancing vehicle styling,” said Abbott.

“The commercial automotive component 
market is huge, relatively speaking, and has a 
widespread base of suppliers including global 
first tier suppliers and many other second, 
third and fourth tier suppliers to the OEMs 
and the aftermarket. To try and set up and 
compete in this area, whether it is supplying 
components or original equipment, you would 
need a huge capital investment. Besides 
many of the first tier manufacturers were 
already well-established locally and had their 
networks in place.”

“Unlike the commercial vehicle market 
where there are 22 companies involved in the 
production of cars and commercial vehicles 
in South Africa with seven of them having 
OEM manufacturing plants according to the 
regulating body NAAMSA, the heavy vehicle 
trucking and bus industry in South Africa has 
14 companies involved in the production or 
assembly of this equipment with only one 
OEM, which is Bell Equipment. However, the 
Road Freight Association of South Africa 
figures indicate that there are more than 500 
000 commercial vehicles in use on South 
African roads and there are around 15 000 
truck fleets in South Africa that have five and 
more trucks representing agriculture, mining, 
quarrying, manufacturing, and many others 
including 3 100 transport companies.”

“Although not buoyant over the last few 
years forecasts indicate that the demand for 
freight transport will grow in South Africa by 
between 200% and 250% over the next 15 
to 20 years, according to the Department 
of Transport. Some corridors, such as those 
between Gauteng and Cape Town, which 
amount to 50% of all corridor transport, will 
grow even faster.”

“Transnet’s downward spiral is contributing 
towards road freight growth and under current 
conditions it is not expected to be reversed for 
many years to come.”

“These figures are encouraging to a 
company like ours and have been one of 
the motivating factors why we have recently 
spent a sizeable amount of money on capital 
equipment and systems in our facility and on 
our production capabilities, with an emphasis 
being on automation.”

“When we moved to our current location in 
Westmead, Durban two years ago we doubled 

Commercial Auto Components has a Yaskawa Motoman welding robot

 Components that have been cut on the laser machines that have either been welded by 
the Yaskawa Motoman welding robot or further processed in the bending department

The CSM pipe bending machine



A stainless steel bull bar in the assembly department
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our production area and now have 5 
000m² at our disposal.”

“A bull bar or push bumper (also known 
as (kanga)roo bar or nudge bar in Australia, 
a moose bumper in Canada, and push 
bar, brush guard, grille guard, rammer or 
‘cattle pusher’ in the United States) is a 
device installed on the front of a vehicle 
to protect its front from collisions, whether 
an accidental collision with a large animal 
on rural roads, or an intentional collision 
with another vehicle in police usage. They 
range considerably in size and form, and 
are normally composed of welded steel, 
stainless steel or aluminium tubing, or, 
more recently, moulded polycarbonate and 
polyethylene materials. The ‘bull’ in the 
name refers to cattle, which in rural areas 
sometimes roam onto rural roads and 
highways.”

“We manufacture our bull bars in 
stainless steel and mild steel, which are 
then powder coated. 60% of our bull bars 
are manufactured in stainless steel and 
the remainder in mild steel.” 

“We are proud to say that we 
manufacture a bull bar for every heavy-
duty vehicle that is either assembled here 
or imported. These are for all the major 
manufacturers including Volvo, Scania, 
Mercedes, MAN, UD, Freightliner, Iveco, 
Hino (Toyota), Isuzu, FAW, International, 
Powerstar, Renault, Fuso and VW.” 

“Our production is made up of 40% 
under contract to the OEMs and 60% going 
to dealers and aftermarket.”

“A successful aftermarket design 
does more than merely bolt on. It has to 
conform to the vehicle’s contours and it 
cannot interfere with any other features or 
accessories as this can have implications 
on the warranty. Each bull bar is designed 
and tailored to each truck model and 
each OEM manufacturer has a number 
of variations. Still, this doesn’t mean that 
every component that goes into every bull 
bar is unique. We do manufacture a few 
universal components and incorporate 
them into to each OEMs design and 
specification.” 

“In general, stainless steel costs more 
than aluminium and carbon steel and 
so may not appear to be a cost-effective 
material. However, when stainless steel’s 
high strength-to-weight ratio is considered, 
it may be possible for lighter, thinner-gauge 
stainless steel to be substituted for a 
thicker-gauge carbon steel or high-strength 
aluminium alloy. In addition, stainless 
steel’s potentially increased corrosion 
performance may make it a cost-effective 
material over the life cycle of the product.”

“As the use of stainless steel has 
expanded into new applications, many tube 
fabricators are finishing stainless steel for 
the first time. Some are just experiencing 
its hard, unforgiving nature, while also 
discovering how readily it is scratched and 

Bull bars ready for packaging

Commercial Auto Components are supplying bull bars to fit the new Mercedes Actros
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blemished. In addition, because stainless steel is 
priced higher than carbon steel and aluminium, 
material cost concerns are magnified.”

“Because stainless steel is inherently 
corrosion-resistant, no additional coatings or 
finishes are needed. Stainless steel tubular parts, 
such as handlebars, subway grab bars, and hand 
railings, are installed in high-visibility areas, so 
the tube’s OD needs to exhibit a smooth, blemish-
free appearance.”

“One big challenge in stainless steel 
manufacturing and finishing is the growing 
expectation for the surface finish. While a 
simple brush finish was enough in the past, 
nowadays customers’ expectations range from 
hairline to mirror finishes. This has led to the 
development of completely new grinding, sanding, 
and polishing tools that enable the fabricator to 
achieve perfect surfaces on stainless steel tube 
in only a few steps and in a very short time.”

Automation: Robotic surface finishing and 
polishing cell

“The accessory market is becoming very 
competitive, whether it be for your main line 
freight trucks, light commercial vehicles or your 
SUVs and bakkies. At this stage we are not 
manufacturing any product for the smaller vehicle 
market but that could change in the future.”

“The products that we manufacture for the 
main line freight trucks and light commercial 
vehicles include polished stainless steel bull bars 
and nudge bars, powder coated mild steel bull 
bars and nudge bars, windscreen stone guards, 
headlight protectors, anti-syphon devices, roof 
bars, under run bars, side steps, roll bars, fuel 
tank skirts, sensor covers, fuel tank straps, 
abnormal boards, fire extinguisher brackets, 
bracketry and other customised products on 
request.”

“The processing of tube is by far our most 
time consuming operation. First you bend the 
tube to the required shape and then we use 
a Yaskawa Motoman robot to plasma cut-to-
size. Polishing in the case of stainless steel, 
and powder coating in the case of mild steel, 
follows these operations. Both of them are very 
time consuming. So in the last year we have 
addressed the situation.”

“On the polishing side we have installed a 
MEPSA robotic surface finishing and polishing 
cell, with a Yaskawa Motoman robot the main 
material handling contender in the cell.”

Stand out amongst the crowd
Robotic polishing has allowed us to achieve a 

far more consistent surface quality finish, leading 
to improved visual appearance on our products. 
As I said customers’ expectations these days are 
for a mirror type finish and with the automatic 
robot surface finishing and polishing cell, which 
was supplied by Retecon Machine Tools, it has 
allowed us to produce exceptionally high quality 
product. Even the slightest imperfections that 
were occurring when we did these operations 
manually have now been eliminated.”

“More importantly our processing times 

A Yaskawa robot plasma cuts tube to size Stainless steel tube ready to be assembled

Commercial Auto Components also manufactures mild steel bull bars, which go 
through a treatment and coating process

Mild steel bull bars emerging from the new baking oven 
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have dropped dramatically and we now stand out amongst the 
competition.”

New baking oven
“We have also installed a new baking oven in the powder 

coating department. Bull bars are not the only component 
travelling through this department. Brackets, down pipes, 
columns and many other components that make up the 
final product all need powder coating. Again this has been 
automated to maximise our processing time.”

CNC pipe bending
“The downside of increased automation in these 

departments has led to a headache in the tube bending 
department. We have a CSM CNC tube bender, which is 
fed and offloaded manually, and it cannot keep up with the 
hungry robotic polishing cell. We are looking at investing in 
an additional CNC tube bender in the new financial year to 
complement our current bending capacity”

“This automation is not the only automation that we 
are doing. When you next visit you will not recognise the 
production floor.”

Increasing capacity with a new Trumpf TruLaser 3030 
fiber laser

Our original Trumpf CO2 laser has been working 
overtime. This has forced us to invest in this department to 
alleviate the bottleneck and add capacity for our anticipated 
growth. Installed last year was a 6kW Trumpf fiber laser. It 
has a working range of XYZ 3 000mm x 1 500mm x 115mm 
and can cut mild steel up to 20mm, stainless steel up to 
12mm and aluminium up to 8mm.”

“We are not a laser jobbing shop but such has been 
our growth in recent years that we are keeping both our 
Trumpf lasers very busy just processing our own sheet metal 
requirements.”

Fitment teams
“We manufacture a bull bar for virtually every heavy 

vehicle truck that you see on our roads. The majority of them are 
imported and they are not fitted with the accessories that we 
manufacture because, for example, in Europe it is not necessary. 
You don’t see cattle roaming the highways there do you?”

“Our accessories are designed to protect the front end of 
the cab, they are functional while at the same time stylish. 
Each OEM vehicle is unique and comes in a number of 
variations. Our accessories are therefore designed to match 
this uniqueness and are thus not simple bolt-on products.”

“We therefore offer an on-site fitment service whereby our 

technicians go to the assembly plant, the fleet owner’s facility 
or the individual’s factory to fit the accessories.”

Future growth
“In recent times vehicle accessories have become popular 

as a cosmetic accessory, particularly in the larger four-wheel 
drive pickup and sports utility vehicles (SUVs) markets. A variety 
of trim packages make modern pickup trucks and bakkies 
about as varied as modern passenger cars. Even so, pickup 
owners are looking for additional or replacement parts to add 
a unique touch or two - winches, fog lights, toolboxes, storage 
racks, and the list goes on. If we want to expand our business 
we will have to consider getting into this segment.”  

“Necessity is the mother of invention, and for travelling 

the back roads of South Africa, where animals outnumber 
people, vehicle protection is a necessity. The chances of truck-
meets-animal incidents are high. Additionally, we have a very 
high accident rate on our roads in South Africa. Repairs and 
replacements of these vehicles will always be required.”

For further details contact the Commercial Auto 
Components on TEL: 031 705 5024 or visit  
www.sabullbars.co.za

The products that Commercial Auto Components’ manufactures are for the 
main line freight trucks and light commercial vehicles and include polished 

stainless steel bull bars and nudge bars, powder coated mild steel bull bars and 
nudge bars, windscreen stone guards, headlight protectors, anti-syphon 

devices, roof bars, under run bars, side steps, roll bars, fuel tank skirts, sensor 
covers, fuel tank straps, abnormal boards, fire extinguisher brackets, bracketry 

and other customised products on request

Other components that are about to leave the painting department 

Commercial Auto Components still keeps its Trumpf  
CO2 laser very busy
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When pressure matters  
DCM Group releases the burden

The machine shop of the 
DCM Group has been 
manufacturing components 

and products for pressure and 
vacuum relief on storage tanks 
as well as for transferring and 
measuring a wide variety of 
fluids such as fuels, acids and 
bases, cement, bitumen, paints, 
distillates, oil, wine, milk, juices, 
and water for nearly 50 years.

Lecore, a company within 
the DCM Group and of which 
the machine shop forms part 
of, was founded in 1968 for 
the purpose of manufacturing 
and developing a South African 
product range of pressure 
vacuum breather valves, flame 
arrestors, emergency vent 
valves and dip hatches. 

When the founder of Lecore 
decided to retire 20 years ago Darryl Massey, CEO of the DCM 
Group, jumped at the opportunity to acquire the business of 
Lecore as he saw the potential and the synergies with his 
own company. Massey had started his own company - the 
DCM Group - 10 years prior and was mainly operating in the 
petrochemical space supplying the multinationals and others 
with instrumentation.  

“The fit was perfect for us as we had already built up 
relationships in the industry and Lecore was manufacturing 
and supplying products for the same industry that we were 
operating in but not exclusively to the petrochemical industry,” 
said Massey. 

“What was also attractive to us was that Lecore were 
designing, manufacturing and supplying some unique and 
niche products that are essential for pressure and vacuum 
relief of storage tank equipment. No matter what fluid is 
stored under a pressurised environment there is the chance 
of volatility and 
there needs to be 
a relief mechanism 
in place,” added 
Massey.

“Accurately 
specified and 
appropriately 
maintained 
pressure relief 
valves (PRVs) and 
emergency pressure 
vents (EPVs) are 
critical to protect 
plant personnel 
and equipment 
against unexpected 
overpressure events. 
Effective lifecycle 
management of 
PRVs and EPVs 

can significantly improve 
operational efficiency 
ensuring safety, reducing 
maintenance costs, and 
increasing plant reliability,” 
explains Massey.

“The term pressure relief 
valve is used as a generic all-
encompassing term including 
relief, safety and safety relief 
valves. However, there are 
specific definitions associated 
with the opening action of 
specific styles of valves. It 
is important that the correct 
style of valve be applied to 
the specific process needs. 
This is especially significant 
in the case of liquids and 
multi-phase applications,” 
continued Massey.

“The most important 
appurtenances on any pressurised system are the pressure 
relief devices provided for overpressure protection of that 
system. They may never be called upon to operate, but when 
needed, must operate in a very specific manner. They are 
the last line of defence in an over-pressure event and protect 
employees and equipment.”

“Because of their importance to safety, PRVs are a 
diverse range of solutions found in several facets of a single 
operation, from steam boilers to low-pressure tanks, that can 
quickly add up in maintenance costs.”

“PRVs are mostly self-operated mechanical equipment 
that do not depend on any control system or electrical 
instrumented system to function. Therefore, it is not possible 
to monitor relief event history or access online diagnostic 
information. Preventive maintenance with pre-scheduled 
inspection and testing is mandated to ensure functionality on 
demand.”

Design and 
specification

“PRVs are 
designed based 
on the general 
construction rules 
and operating 
conditions of the 
vessel or system 
which they protect. 
For instance, in 
most cases the 
PRV is set to 
open (within a 
defined tolerance) 
at the maximum 
allowable working 
pressure (MAWP) 
of the vessel. In 
addition, the PRV 

Workshop Manager Peter Steyler and Darryl Massey,  
CEO of the DCM Group

Product on the shelf waiting for final assembly
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must flow its fully rated capacity before the pressure reaches 
the allowable accumulation of the vessel and must re-close 
(blow-down) before the pressure degrades below the normal 
operating pressure of the system.”

“In certain scenarios, such as multiple PRV installations 
and fire sizing, valves can be set higher than MAWP and may 
also be sized for full flow above the maximum accumulation.”

“Some of the common dimensional characteristics 
of a PRV include the size and pressure rating of the inlet 
and outlet as well as the size of the nozzle bore. For some 
styles of valves, these bore sizes carry a letter designation 
symbolising minimum bore size adhering to industry 
standards. The combination of the area of the valve bore plus 
the dimensional lift of the valve 
when open, determines the 
amount of process fluid the 
valve will flow.”

“These standards may 
also standardise center-to-
face dimensions, which allow 
end users to interchange PRVs from 
different manufacturers. Although 
overall height is not normally addressed 
by standards or recommended practices, 
it may be an important consideration in 
piping design and in replacement valve 
applications.”

“PRVs are designed, sized, selected 
and manufactured to meet requirements of 
specific codes and standards 
and are of special interest to the 
many jurisdictions charged with 
enforcement of local laws and regulations.”

Lecore Series EPV Emergency Pressure Vents for tanks
The Lecore Series EPV emergency pressure vents are 

designed to provide emergency relief capacity beyond that 
furnished by the operating vent on the tanks. The Series 
EPV vents do not provide vacuum relief. Vacuum relief 
must be supplied by independent operating vents. Under 
normal operating conditions, the vent pallet assembly is 
closed providing an effective vapour seal. In the event of 
an emergency (fire involvement of the tank), the pallet lifts 
in response to the increased pressure in the tank’s vapour 
space. Vapour is expelled, thereby protecting the tank from 
dangerous over-pressurisation. Pallet assembly automatically 

closes and reseals when the pressure is reduced.
“The pressure and vacuum breather valve minimises 

losses from storage tanks during operations, whilst preventing 
internal pressure and vacuum conditions from exceeding the 
tanks limits. Hence both product and vessel are protected, as 
well as the tank environmental conditions.”

The Lecore machine shop, which is situated in Briardene, 
Durban and run by Peter Steyler, is a relatively small machine 
shop. At this stage the company only has two CNC machines 
on the floor and three conventional lathes and one drill. The 
staff compliment is only 11.

“We have only just purchased our second CNC machine 
– a Headman T35A CNC turning center from MJH Machine 

Tools. The machine is a relatively 
small machine but it suits 

our current needs. It has a 
maximum swing diameter 
over the bed of 350mm, a 
maximum swing diameter 

over the slide of 160mm, a 
maximum length of work-piece of 

250mm, a spindle bore of 45mm 
with a 5kW spindle and a maximum 
spindle speed of 5 000rpm. The bar 

capacity is 45mm,” said Steyler.
“This is also our first CNC lathe 

as previously we could cope with our 
conventional lathes and primarily our work 

revolves around milling operations. For this 
work we purchased a GSM 2473 
CNC bed mill machining center 
with a coolant through spindle 

from Craft Machine Tools three years ago. The machine has 
a XYZ travel of 1 520mm x 700mm x 700mm, a table size 
of 610mm x 1 854mm and a spindle speed of 50rpm to 6 
000rpm.”

“On the Headman we are mainly machining rods, pins and 
guide tubes. We are very self sufficient on all of our machining 
requirements and as we are an in house machine shop it is 
not necessary to think production runs. The key is to clearly 
define your business, have a single purpose, and not try to 
be everything to everyone. Sometimes you will have to say no 
and walk away from an opportunity. By keeping it simple you 
can focus all your efforts into being the best at what you do. I 
believe that it is always better to be the very best at one thing, 
rather than mediocre at a dozen,” said Steyler.

 A GSM 2473 CNC bed mill machining center with a coolant through 
spindle was supplied by Craft Machine Tools three years ago



Components that have been machined

Components are made of aluminium, brass and stainless steel
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“All materials are outsourced of course, as are our 
bodies, which are aluminium castings. The various 
materials used are cast iron, stainless steel and brass and 
aluminium for certain components. 316 stainless is used 
on all the working components of our products. Certain 
components have to be laser cut so we outsource this as 
well.”

“Besides the emergency pressure vents we also 
manufacture vapour recovery units and to date we have 
installed more than 300 units worldwide.”

“The Lecore flame arrestor is designed specifically 
to meet the requirements of the petro-chemical, oil and 
chemical industries to prevent propagation of an external 
flame into the storage tank vapor space.”

“Another product is the DCM lockable gauge hatches. 
A dip hatch’s main function is to allow easy access to 
storage tanks while controlling vapour losses. Lecore dip 
hatches are supplied with “O” ring seats in nitrile rubber 
for easy maintenance.”

“Then there are the slot dipping devices. These 
devices have been designed to provide convenient and 
safe methods for dipping and sampling of storage tanks 
containing volatile and hazardous products.”

“Another facet of the machine shop is to refurbish existing 
products. We had an interesting one that came in recently. 
Sasol had been using one of our valves for 30 years and it 
was still in very good working condition. Although some of the 
products that we manufacture and supply could be regarded 
as safety critical products they do not have to hold tight 
tolerances like certain industries.”

“However, we do have a calibration unit and all products 

are tested before we send them out.”
“Currently we have close to 3 000 units of our devices 

installed on storage tank equipment, both here in South Africa 
and internationally. The downside is that because they last so 
long it will take years before a replacement takes place.”

“Our products are very unique in more ways than one. 
Worldwide very few companies manufacture similar products.”

For further details contact DCM Group on  
TEL 031 312 6258 or visit www.lecore.co.za or www.dcm.co.za   

The DCM Group have only have just purchased their second CNC machine 
– a Headman T35A CNC turning center from MJH Machine Tools



For Iscar, as for any cutting tool 
manufacturer, die and mould 
making is a highly important 

customer segment. This industrial 
branch not only consumes more and 
more tools but constantly puts forward 
new demands, which have a significant 
impact on advances in cutting tools. 
These demands are typical for every 
metalworking sector. The customer is 
always interested in more productive, 
reliable, and accurate tools. However, 
specific features of die and mould 
manufacturing necessitate special design 
considerations beyond the general 
requirements.

Materials, machined shapes, and 
machining strategies are three distinctive hallmarks of die and 
mould making, and have a substantial influence on cutting tool 
demands. According to Iscar, only a holistic tool development 
concept based on these features, combined with integration of 
Industry 4.0-inspired digitalisation developments, will lead to 
successful solutions for the die and mould sector.

Challenging materials
The main material for the die and mould industry is steel 

that is often hard. Workpiece hardness is a principal factor in 
influencing tool material and cutting geometry. Various repair 
methods for worn or damaged moulds and dies use welding, 
thermal metal spraying, and laser treatment, which are applied 
to the affected surfaces. Further machining of these surfaces 
requires a cutting tool to remove a material stock combining 
very hard and relatively soft layers. This condition significantly 
reduces tool life and requires tool manufacturers to make extra 
efforts to compensate and ensure the necessary durability.

Intricate shapes
Moulds and dies feature complex shapes. A 3D profile 

is typical for the working surfaces of a mould (die) set, and 
the ability to machine 3D surfaces effectively is an important 
requirement for cutting tools. A tool is expected to provide the 
required parameters for shape accuracy and surface finish, and 
to ensure the appropriate level of tool life 
needed to complete machining the shape 
or its pattern in one operation.

Machining 
Manufacturing moulds and dies 

requires various machining processes 
turning, milling, drilling, reaming and 
others, although cutting tools for die and 
mould making are associated primarily 
with mills. The specific character of the 
die and mould industry - predominance 
of non-rotating parts, the complex shape 
of machined surfaces and the necessity 
to produce a lot of cavities that require 
considerable material stock removal 

- positions milling cutters in the first 
place among tools utilised by this 
branch.

In their constant need to boost 
productivity in manufacturing moulds 
and dies for new products, the die 
and mould industry was one of the 
first adopters of advanced machining 
methods such as high speed milling 
(HSM) and high feed milling (HFM), 
and to develop efficient machining 
strategies. 

The progressive methods and 
techniques that were introduced 
impacted greatly on cutting tools, 
leading to new requirements for tool 

manufacturers. Over the years, these requirements have 
become increasingly tighter; today die and mould makers 
represent one of the most exacting cutting tool consumers 
and expect cutting tool manufacturers to be responsive to the 
industrial trends. 

Iscar has cooperated successfully with the die and mould 
industry over the years, and constantly improves its solutions 
for die and mould manufacturing by introducing new products 
and upgrading the existing ones, as well as providing complex 
tooling projects and consultations.

Cutting tool grades
In die and mould making, indexable extended flute (also 

referenced as long-edge) milling cutters are often applied to 
rough machining cavities and wide edges. The cutters work in 
high-load conditions, and the material of the indexable insert is 
a key factor for improving tool life. In the last few years ISCAR 
has introduced IC845, a cemented carbide grade that features 
a new tough substrate and a new nanolayer PVD coating with 
applied SUMO TEC post-coating treatment technology. The grade 
was designed especially for cutting at significant impact load. 
The inserts made from IC845 demonstrate substantially better 
tool life, which in turn improves performance of the extended 
flute cutters and slot milling cutters carrying the inserts.

Iscar’s solid carbide endmill line has been enhanced by 
adding the IC702 carbide grade that is 
intended for efficient machining of hard 
materials (up to HRC 65). 

Advanced profiling
In machining complex surfaces, the 

real workhorses are milling cutters of 
toroidal (button) and ball-nose shapes. 
Iscar offers die and mould makers an 
extensive line of these cutters in the 
following designs: Tools with indexable 
inserts, endmills with exchangeable 
cutting heads, and solid carbide endmills. 
They differ in nominal sizes, accuracy, 
mounting method (shank or arbor type) 
and application range, according to 

56   METALWORKING NEWS   V18.1   March 2019

BETTER   PRODUCTION

Industrialising for die and mould making
Grades, methods, and digital options for production effectiveness. 

TOR6MILL

LOGIQ4FEED 
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whether the workpiece hardness is low, 
moderate or hard.

Mould and die making is 
characterised by a large proportion of 
small and medium size producers. For 
these manufacturers, tool versatility 
(multi-functionality) is an important 
factor in tool choice.

Iscar’s recent LOGIQ campaign 
introduced a new product targeted 
especially to this challenging market 
- the TOR6MILL family of indexable 
milling cutters. A TOR6MILL cutter 
can carry inserts in four different 
geometries. Mounting the appropriate 
insert in the cutter transforms it to a 
toroidal, 90°, 45° or high-feed milling tool. The cutter can be 
applied to machining 3D surfaces, square shoulders, plane 
faces, chamfers, or use as a productive high feed rougher.  

Innovative technologies
High-feed milling and high-speed milling proved to be 

powerful methods for dramatically increasing machining 
productivity while reducing manual operations, consequently 
shortening production time significantly. Due in no small part to 
timely introduction of these efficient methods, the die and mould 
industry succeeded in filling the sharply increased demands for 
moulds and dies that occurred in the 1990s.

 High-feed milling
Today, cutting tool producers provide a great choice of 

high feed milling cutters, and Iscar’s range of high feed (also 
known as fast feed or FF) milling tools seems to be the widest. 
Iscar’s standard high feed milling line comprises more than 

10 tool families that differ in their 
design principle (indexable, solid with 
replaceable heads), nominal diameter, 
cutting geometry, mounting method and 
applicability (machining faces, pockets, 
deep cavities). This diverse range 
enables die and mould makers to select 
the optimal cutter for their needs. 

Iscar views high feed milling tools 
as important productivity boosters 
and continues to develop the line by 
introducing new families and improving 
the existing ones. Not surprisingly, the 
leading milling products presented 
in Iscar’s recent LOGIQ cutting tool 
marketing campaign were related directly 

to fast feed cutters.
NAN3FEED and MICRO3FEED, two of the latest Iscar families 

of indexable high feed milling tools, feature a 8mm to16mm 
diameter range. Even though solid carbide endmills traditionally 
dominate this range, Iscar’s specialists believe that the 
advantages of the indexable insert concept for rough machining 
will position the families as serious cost-effective alternatives to 
the solid carbide designs.

The LOGIQ4FEED family of fast feed cutters features ‘bone-
shape’ double-sided inserts. This unusual insert profile provides 
four cutting edges, with an exceptional ramp-down capability that 
defines the main application of the family: High-efficiency rough 
milling of cavities, particularly deep cavities. The cutters are 
suitable for machining workpieces with hardness up to HRC 50.

High speed milling
Expanding the range of products intended for high speed 

milling, ISCAR introduced multi-flute solid carbide endmills in 
2mm to 20mm diameters for high speed finish and semi-finish 
milling. The endmills are produced from the ultra-fine IC902 
carbide grade, which was developed to machine hard materials, 
and have a cutting-length-to-diameter ratio of up to six. They are 
operated at rotational speeds up to 20 000rpm. The application 
of solid carbide endmills for rough milling of slots and open 
pockets - by trochoidal technique and at high metal removal rate 
(MRR) - has also reached the attention of die and mould makers.

MULTI-MASTER options
The need to customise moulds and dies to products is 

why die and mould manufacturing is often low-volume or 
even single-piece, which results in a large number of small 
to medium size shops involved in die and mould making. For 
these manufacturers, efficient utilisation of cutting tools and 
well-run tool stock management is of key importance. However, 
customisation often requires a specific tool configuration in 
order to machine hard-to-reach part areas. Not every cutting 
tool in a tool stock is optimal for this type of machining but 
customising the tool by ordering a tailor-made design is far from 
the best solution.

Iscar’s MULTI-MASTER family of assembled tools with 
exchangeable cutting heads helps to overcome these difficulties. 
According to the MULTI-MASTER concept, the head is suitable 
for mounting in different tool bodies (shanks), and the shank 
can carry different heads. The heads are varied in shape, 
cutting geometry and sizes and are designed for machining 
3D surfaces and shoulders, faces and slots, chamfers and 
holes. The cylindrical and taper-neck shanks feature different 
dimensions for a broad-ranging overhang. Their design options 
ensure clamping in toolholders, collet chucks or in a machine 
tool spindle directly. 

The MULTI-MASTER, with its variety of heads, shanks, 
reducers and extensions, enables over 40 000 possible tool 
configurations. The MULTI-MASTER tools wholly meet the 

MULTI MASTER indexable heads
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requirements of the important “no-setup time” principle, 
as replacing a worn head does not require additional setup 
operations. The head can be changed without removing a tool 
from a machine, which significantly decreases downtime. These 
features make the MULTI-MASTER family extremely popular in 
the die and mould industry.

Digital tool assembly
The low-volume character of die and mould manufacturing 

and highly precise machined shapes make any deviation  
from die (mould) specifications an Achilles heel. Even a  
small error threatens rejecting a whole product. Driven 
by Industry 4.0 
developments, 
digitalisation in modern 
manufacturing is 
providing die and 
mould makers with an 
effective instrument 
for overcoming this 
obstacle - computer 
modelling of machining 
processes. This ensures 
the implementation of 
productive machining 
strategies, tool path 
and cutting data 
optimisation, and 
prevention of possible 
collisions. 

Iscar expanded its 
world of digitalisation 
by introducing a 
milling tool assemblies 
option in its electronic 
catalogue, which 
contains accessible and 
accurate tool data for 
digital pre-machining. 
Creating a digital tool 
representation of a tool 
assembly, based on 
standard ISO 13399, 
facilitates accurate 
communication of 
tool information 
between software 
systems. Integrating 
this new function 
into the CAD/CAM 
system of a die and 
mould manufacturer 
can prevent errors on 
the shop floor during 
machining, while the 
ability to plan multiple 
assemblies saves 
time and costs in the 
planning process. 

The company 
plans to expand its 
Industry 4.0 data-
driven products and to 
connect the digital and 
virtual worlds of modern 
manufacturing for die 
and mould makers.

Many products 
around us are 

manufactured using moulds and dies, and demand for these 
products grows constantly. Advances in industrial branches 
such as the automotive industry, a leading consumer of moulds 
and dies, have a great impact on die and mould making. 
More requests for moulds and dies will lead to a new level of 
requirements for the cutting tools that die and mould makers 
need. Iscar says that cutting tool manufacturers should 
anticipate these demands and act accordingly by providing the 
necessary solutions.                                                           

For further details contact Iscar South Africa on  
TEL: 011 997 2700 or visit www.iscar.com
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The World Economic 
Forum has officially 
recognised the Sandvik 

Coromant production unit 
in Gimo, Sweden as an 
advanced Industry 4.0 facility. 
Gimo has been selected as a 
“lighthouse” site, namely one 
that comprehensively deploys 
a wide range of Industry 4.0 
technologies and uses cases at 
scale, while keeping humans 
and sustainability at the heart 
of innovation.

The Gimo plant is the 
largest unit for tool production 
in the world. At the 110 000m² 
facility some 1 500 employees 
work around the clock to 
produce inserts and tool 
holders.

Through its announcement, 
the World Economic Forum is 
acknowledging the strides that 
the world’s best manufacturers 
are making towards leveraging 
the technologies of Industry 
4.0 into modern production. 
Each lighthouse facility was selected from a survey of over  
1 000 manufacturing sites based on their success in adopting 
Industry 4.0 technologies and demonstrating tangible 
benefits.

According to the World Economic Forum, the Gimo facility 
of Sandvik Coromant “has created a digital thread through 
its production processes that has significantly raised labour 
productivity. One example is its ‘touchless changeover’ that 
allows design patterns to be changed automatically, even 
during unmanned shifts.”

Nadine Crauwels, president of Sandvik Coromant, says: 
“Having our Gimo production unit listed as a lighthouse 
not only demonstrates true performance and increased 
competitiveness, but just as important, it shows sustainability 
at the heart of innovation.”

Magnus Jarlegren, vice president supply, adds: 
“Productivity improvement and technology development are 
two pillars for production that we have supported aggressively 
over the years. Being selected as a lighthouse for Industry 4.0 
by the World Economic Forum is a recognition of which we are 
very proud, and proves that although we are at the beginning 
of this journey, we are heading in the right direction. This 

strengthens our ability to shape the future together.”
VR Vijay Anand, head of digital machining, says: “Digital 

machining is a key Sandvik Coromant provision for customers. 
Our recognition as an advanced adopter of Industry 4.0 
endorses our understanding and maturity in this complex 
area. It also endorses the fact that we build digital offers 
which deliver tangible business value.”

The World Economic Forum’s aim is to build a network 
of manufacturing lighthouses that address the problems 
confronting industries in both advanced and emerging 
economies when it comes to investing in advanced 
technologies. Earlier work by the World Economic Forum 
identified that over 70% of businesses investing in 
technologies such as big data analytics, artificial intelligence 
or 3D printing are not able to take the projects beyond the 
pilot phase. To aid the learning and adoption of technologies 
by other companies, Sandvik Coromant and the rest of the 
lighthouses in the network have agreed to open their doors 
and share knowledge with other manufacturing businesses.

For further details contact Sandvik Coromant on  
TEL: 010 500 2295 or Mary-Ann Haylett on  
TEL: 011 570 9615, or email: mary-ann.haylett@sandvik.com 
or visit www.sandvik.coromant.com

Sandvik Coromant  
plant recognised as advanced  

Industry 4.0 site
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Pack your bag and get ready to attend 
this exciting B2B event, EMO Hannover 
2019 which exhibits a whole new range 

of products ranging from that of turning 
machines, drilling machines, boring machines, 
milling machines, flexible manufacturing cells 
and systems, transfer machines, grinding 
machines, tool grinding machines, planning, 
shaping, slotting and broaching machines, 
gear cutting and finishing machines, sawing 
and cutting off machines, and screwing and 

threading machines. With the exchange of industrial 
knowhow and specialised networking events 
the highlights of the show, the entire business 
community benefits from it.

Exhibitors come to EMO Hannover from all over 
the world and from all segments of metalworking 
technology. With approximately 60% of exhibitors 
from outside of Germany, EMO Hannover is 
the world’s most international trade fair for 
metalworking. Experts from the industry know and 
recognise that fact – which is another reason why 

EMO Hannover 2019  
around the corner –  

start packing your bags
Take advantage of the Trade Fair Tours and Metalworking News offer. 

Save the date – 16 to 21 September 2019.

Exhibitors come to EMO Hannover from all over the world and from all  
segments of metalworking technology. With approximately 60% of exhibitors 
from outside of Germany, EMO Hannover is the world’s most international  

trade fair for metalworking
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no other trade fair can match the international 
character of EMO Hannover’s visiting public.

“EMO Hannover 2019 will be the highlight 
of the year for the metalworking sector. 
All major manufacturers of production 
technology will be presenting their products 
and services in Hannover at the largest and 
most comprehensive exhibition of industrial 
production. Nobody can afford to miss it,” says 
Christoph Miller, Managing Director of EMO 
Hannover and the EMO organiser VDW (German 
Machine Tool Builders’ Association) in Frankfurt 
am Main, Germany.

From 16 to 21 September 2019, the 
exhibition will once again be the international 
meeting point for trade visitors interested 
in production technology. Under the theme 
of ‘Smart technologies driving tomorrow’s 
production!’ the exhibition will focus on smart 
technologies as the key to greater productivity, 
better quality and more flexibility.

“What is decisive for intelligent factories is 
the comprehensive networking of people, plants and business 
processes along the entire value chain,” explains Miller from 
the VDW. 

Networking in industry is gaining momentum much faster 
because greater processor power is now available which 
makes the processing of large amounts of data possible in the 
first place. According to estimates by the international market 
research institute International Data Corporation, 30 billion 
private and industrial endpoints could be networked worldwide 
by 2020.

Numerous supporting events will round off the EMO 
Hannover’s attractions

The EMO Hannover is not only the most important 
meeting point for all protagonists in the metalworking sector, 
manufacturers and users alike. It is also traditionally a forum 
for innovations and trendsetters. Numerous events designed 
to address and indeed progress important technical and 
commercial issues in the world of metalworking are organised. 
They complement the manufacturers’ range of exhibits, and 
communicate to visitors a comprehensive picture of trends 
and issues themed around metalworking.

A new exhibition area, IoT in Production, is expected 
to provide a complete overview of the central aspects of 
networking, including data security, data 
analysis, process monitoring, predictive 
maintenance, smart data management and 
much more.

“We are delighted with the fantastic 
response that EMO Hannover has again 
received from all sides,” says EMO General 
Commissioner Carl-Martin Welcker. “The 
exhibitor directory already reads like a ‘who’s 
who’ of the international machine tool industry. 
It’s also good to see that many exhibitors have 
increased their stand space and are now even 
more representative than last time.”

South African first time visitor perspective
Walter Bellora, BCF Precision Grinding, a 

first time visitor to EMO had this to say about 
his visit: “EMO 2017 was an eye opener for 
young and old alike and ranks as one of our 
best business trips that we have ever been 

engaged in. We cannot speak highly enough of our experience 
at the EMO machine Tool Exhibition in Hannover Germany.”

“From the moment we reached Hannover and met other 
South African visitors we all became one big family with 
the same goals – see, learn, return with knowledge and 
implement.”

“The opportunities to make contact with fellow 
industrialists are endless, sharing ideas and problem 
solving in machining or manufacturing. Seeing the latest 
developments in our industry and to see in which direction 
our industry is moving in, what goals are set by world leaders 
in their specialised fields, was absolutely astonishing. As 
South Africans we are very much appreciated by overseas 
companies, they want to do business with us and we are not 
far behind technologically. In my personal opinion there is 
no lack of will in our industry and yet, there is this negativity 
in our industry, which is borne by the negativity of our 
government. There are no real incentives or backup plans 
in South Africa as there are in foreign countries, with their 
governments backing and being fully behind the metalworking 
sector.”

“Small entrepreneurs have to go it alone here. We 
cannot always be expected to be competitive and to compete 
internationally with those countries that have the support from 
their governments, but our will to compete is still very strong.”

“As a first time visitor to the EMO machine exhibition 



we could not believe the sheer size of the exhibition. Words 
cannot do the exhibition any justice and the only regret that 
we have is not having gone there years before. If we may 
offer one piece of advice to anyone that is involved in the 
metalworking industry and in any position they might hold 
we would recommend that at least once in their lifetime they 
make the effort and visit the EMO exhibition.”

Trade Fair Tours / Metalworking News tour
As with previous EMO exhibitions and many other 

international exhibitions Trade Fair Tours offers you individual 

packages, tailored to your requirements. You can either take 
up the full package or an accommodation only option.

For more information contact Peter Stephenson on the 
details below. Booking forms can also be downloaded from 
the website.

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
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Hexagon AB has announced the acquisition of 
Etalon, a provider of equipment calibration 
solutions. Etalon’s solutions continuously 

monitor and initiate compensation of machine tools, 
measuring machines, robots and structures to ensure 
the dimensional accuracy of manufactured parts.

Founded in 2004, Etalon employs around 25 
people with domain expertise in production and 
metrology technology. Its solutions are used by 
customers in mechanical engineering, industrial 
instrumentation, automotive and aerospace 
technology and the research sector. Not only does 
Etalon’s portfolio strengthen Hexagon’s calibration 
solution offering but also nicely complements its 
on-machine measurement solution range, which 
now incorporates machine tool probes, software and 
calibration equipment.  

“By joining Hexagon, Etalon gains the scale to 
strengthen and expand its position in equipment 
calibration. Moreover, the acquisition is a natural 
extension of Hexagon’s data-driven smart factory strategy. 
It is reinforcing our commitment to increase customer 
value through the convergence of production and metrology 
and greater process autonomy through machine-controlled 
operations,” says Hexagon President and CEO Ola Rollén. 

“We are very pleased to welcome such an innovative 

team on board and look forward to working together on 
new solutions for our customers.”

Headquartered in Braunschweig, Germany with a 
global network of distribution partners, Etalon will operate 
within Hexagon’s Manufacturing Intelligence division. The 
acquisition has been consolidated and has no significant 
impact on Hexagon’s earnings.

Hexagon strengthens smart factory 
position with autonomous production  

technologies from Etalon

Join up with the Club of Metalworking, which will 
allow you to get free public transport in and around 

Hannover during the exhibition dates
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As focus begins to shift toward 
the most important international 
exhibition for the foundry industry – 

GIFA/NEWCAST/METEC/THERMPROCESS 
2019 (GMTN) – that takes place in 
Düsseldorf, Germany, if you are involved 
in any way in the South African foundry 
industry you are encouraged to attend the 
world’s number one foundry exhibition 
and its accompanying conferences. The 
exhibition only takes place on a four-year 
cycle, so it is even more important to attend 
if you wish to keep up-to-date with the 
trends in the foundry industry.

With 2 000 exhibitors and around  
78 000 metalworking professionals expected to attend 
from around the world, Düsseldorf, Germany will once again 
become a hotspot for international foundry and metalwork 
technology from 25 to 29 June 2019. Under the slogan “The 
Bright World of Metals”, the trade fair quartet, comprising 
GIFA, NEWCAST, METEC and THERMPROCESS, covers the 
entire spectrum both in-depth and with a wide scope, ranging 
from foundry technology, 
casting products, metallurgy 
and thermal processing 
technology.

But what would this 
international quadruple trade 
fair be without its extensive 
supporting programme for 
experts? The international 
conferences, symposiums 
and industry meetings are 
unique platforms for expertise, 
bringing theory and practice 
together and offering an 
amazing opportunity to network 
and exchange with other 
tradespeople.

More hotel options added – 
five to choose from

Trade Fair Tours, a specialist 
travel agency for trade fairs 
internationally and in particular 
Germany, in conjunction with 
the SA German Chamber 
of Trade and Industry and 
Castings SA have put together 
a very reasonable tour package 
to visit this exhibition.

The tour includes return 
airfare Johannesburg/
Düsseldorf, airport taxes, 
airport/hotel transfer, 

accommodation, full breakfast daily and 
medical and travel insurance. However, if 
you wish to book your own flight read on 
further for details on hotel options.

Hotel accommodation
Due to the extremely positive response 

from clients who travelled in 2011 and 
2015, we were asked by numerous clients 
to again book rooms at the Lindner Hotel 
Rheinresidenz. Although the hotel has been 
taken over by the InterContinental Hotel 
Group (IHG) and renamed the Indigo Hotel 
(www.hotelindigo.com) we are pleased to 
confirm that we are holding a substantial 

room allotment.
The hotel is located a short walk from the banks of the 

River Rhine, and a 15 minute walk to the Alstadt and famous 
shopping at Konigsallee. The “U” Bahn station, “Nordstrasse” 
is located 350m from the hotel and then it is just a seven-
minute journey direct to Messe Düsseldorf.

The second hotel choice and more economical option, is 
to stay at the two star, tourist 
class Ibis Hotel Hauptbahnhof 
(www.ibishotel.com). As the 
name implies, the hotel is 
adjacent to the main rail station, 
where the journey time to Messe 
Düsseldorf is only 15 minutes. 
The famous Old Town (Altstadt) 
and Konigsallee are a short 
walk away. Accommodation is 
reserved in twin bed or single 
rooms, with buffet breakfast.

Option three is the 3-star 
Novum Plaza Düsseldorf 
Zentrum (www.novum-hotels.
com/hotel-plaza-duessldorf). The 
small modern hotel is a short 
walk to the Rhine and Altstadt 
located in the city centre, 350m 
from the main train station 
where you catch the U-Bahn 
directly to the exhibition grounds.

Option four is the economy 
class Ibis Hotel Duisburg 
Duisburg (www.ibishotels.com), 
an ideal hotel for the budget 
conscience client. The hotel is 
situated next to the Duisburg 
main train station, offering 
an excellent rail service to 
Düsseldorf City in 12 minutes, 
the Messe takes 35 minutes 
and Düsseldorf airport is only 10 

Trade Fair Tours and Castings SA  
tour to GIFA, METEC, THERMPROCESS and 

NEWCAST 2019



METALWORKING NEWS   V18.1  March 2019   67

minutes away.

Option five is the 4-star Hotel 
Rheinterrassen Benrath (www.
rheinterrassebenrath.de). 

This delightful, family owned hotel 
since 1967 is located to the south 
of Düsseldorf overlooking the River 
Rhine, adjacent to Benrath Palace. 
A short 300m walk takes you to the 
U-Bahn station, located 10km from the 
Düsseldorf Hauptbahnhof where you will 
change trains to go to the fairgrounds.

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 Düsseldorf is at a premium during the 
exhibition period. With 250 to 300 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.

As with all Trade Fair Tours packages holders of the 
exhibition entrance tickets are allowed free travel on the 
Düsseldorf network, and this includes Duisburg.

Entrance passes allow free 
public transportation

For GIFA, METEC, 
THERMPROCESS AND NEWCAST 
2015, Messe Düsseldorf offers 
a service to all exhibitors and 
attendees. Prepaid visitor, exhibitor 
and press entrance passes allow 
free use of all public transportation 
within Düsseldorf on all days of the 
shows.

The entrance passes can be 
used as a free public transportation 
ticket on all buses, streetcars, 
underground trams (U-Bahn), urban 
railways (S-Bahn) and the German 
rail service within the Rhine-Ruhr 
regional network (VRR – 2nd class).

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
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Emirates announced it will only take 14 
more A380s instead of the 53 it had on 
firm order so far. The order is revised 

and now includes 40 A330-900s and 30 
A350-900s, according to a new heads of 
agreement.

“As a result of this decision we have 
no substantial A380 backlog and hence 
no basis to sustain production, despite 
all our sales efforts with other airlines in 
recent years. This leads to the end of A380 
deliveries in 2021,” Airbus CEO Tom Enders 
said. “The consequences of this decision 
are largely embedded in our 2018 full year 
results.”

“The A380 is not only an outstanding 
engineering and industrial achievement. 
Passengers all over the world love to fly on 
this great aircraft,” Enders said. “Hence 
today’s announcement is painful for us and 
the A380 communities worldwide. But, keep 
in mind that A380s will still roam the skies 
for many years to come and Airbus will of 
course continue to fully support the A380 operators.”

“Emirates has been a staunch supporter of the A380 
since its very inception,” Emirates Chairman and CEO Ahmed 
bin Saeed Al Maktoum said. “While we are disappointed to 
have to give up our order, and sad that the programme could 
not be sustained, we accept that this is the reality of the 
situation. For us, the A380 is a wonderful aircraft loved by our 
customers and our crew. It is a differentiator for Emirates.” 
According to Al Maktoum, Emirates will continue to operate 
the aircraft “well into the 2030s.”

Emirates had ordered 70 A350s before, but cancelled the 
deal in 2014. The future of Emirates’ 2017 commitment for 
40 Boeing 787-10s is now unclear: “We continue to evaluate 
our fleet options, including the 787,” the airline said.

After years in crisis mode, the decision to stop production 
of the world’s largest civil aircraft does not come as a 
surprise. But having to cancel the multi-billion project little 
over 18 years after it was launched in December 2000 shows 
how much Airbus was off in its demand forecast for very large 
aircraft. Instead of the around 1 500 orders for aircraft in the 
category that Airbus expected over 20 years, only a fraction 
materialised.

Emirates had signed a firm order with Emirates in January 
2018 that has been included in the backlog. Since then the 
airline never reached an agreement with engine manufacturer 
Rolls-Royce over the terms and performance guarantees for 
an additional Trent 900 order. The carrier had been unhappy 
with performance shortfalls it has seen on engines that it has 
been flying on its existing fleet. Also, after multiple deferrals, 
Qantas finally cancelled the remaining eight aircraft of the 20 
aircraft it had originally bought.

The A380 entered commercial service on 25 October 

2007 with Singapore Airlines. The first flight from Singapore to 
Sydney was operated under the flight number SQ380. Since 
then Airbus has delivered a total of 234 A380 aircraft. With 
leases of the first two Singapore Airlines aircraft not having 
been extended, two aircraft have already been retired after 
little over 10 years in commercial operations. More aircraft 
currently operated by Singapore Airlines could follow. Air 
France has also said that it plans to phase out three of its 
10 A380s. Qatar Airways said it plans to phase out its A380s 
when they turn 10 years old - starting five years from now.

Orders for the A380 stood at 313 aircraft at the end of 
January. The figure included the Qantas cancellation, but 
all the Emirates aircraft were still kept. With orders for 162 
A380s, Emirates was by far the largest customer for the 
aircraft and has at least twice rescued the programme from 
earlier termination through additional purchases. At the end of 
January, Emirates operated 109 A380s.

In addition to the 53 more aircraft earmarked for the 
Dubai-based airline, the January A380 backlog included 20 
aircraft for lessor Amedeo, three for All Nippon Airways (ANA) 
and three for Air Accord, a special purpose vehicle holding 
order originally placed by bankrupt Russian carrier Transaero. 
An agreement between Airbus and Amedeo allowed the lessor 
to push out deliveries until it has found an operator for the 
aircraft. It has not placed an aircraft since the commitment 
was signed in 2014. ANA placed its A380 order in late 2015 
after having bought a minority stake in bankrupt Japanese 
carrier Skymark, a move for which it needed Airbus support. 
Among others through a large order for six A380s placed by 
Skymark, Airbus was a big creditor in the bankruptcy process.

Two decades earlier, the European companies forming 
the Airbus consortium at the time were well advanced in their 
preparations to launch what they considered to be the last 

Airbus terminating A380  
programme in 2021

Emirates has reduced its A380 order backlog 
and opted to purchase A350s and A330neos.
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missing piece completing their commercial 
portfolio: An aircraft that would compete 
with the Boeing 747 that, as the European 
aerospace community suspected at the time, 
generated the kinds of profit margins that 
allowed Boeing to aggressively market other 
programmes like the 737 against competing 
Airbus products.

Work on several different layouts had 
started in the late 1980s already. In 1993, 
Boeing and Airbus partner companies 
launched a feasibility study into the 
development of a very large commercial transport (VLCT). 
After Boeing dropped out of the project Airbus pursued the 
plans on its own, initially under the A3XX project name. In 
1996, Airbus created the large aircraft division headed by 
Juergen Thomas, later called the “father of the A380.”

The programme was formally launched with firm orders 
for 50 aircraft from Virgin Atlantic, Qantas, Air France, ILFC, 
Singapore Airlines and Emirates. Shortly after the launch, 
Lufthansa, FedEx (for the freighter version offered at the time) 
and Qatar Airways were added to the customer list.

Entry-into-service, initially foreseen for 2005, was 
delayed until 2007 after Airbus discovered wiring layout in 
aircraft sections produced at different sites did not match. 
The problems led to senior executive departures including 
Noel Forgeard as European Aeronautic Defence and Space 
Company (EADS) CEO and Gustav Humbert as Airbus CEO. The 
Power 8 restructuring programme was launched. In spite of 
the billions in additional costs and lost revenues, Airbus went 
ahead with the launch of the A350 in 2006.

The A350, as well as the Boeing 777 and 787, were key 
reasons why demand for the large aircraft stayed way below 
initial expectations: There was no more economic justification 
to operate a large, expensive aircraft at risk of not filling the 
many seats, when cheaper-to-buy alternatives offering the 
same or lower seat-mile costs became available. Smaller long-
haul aircraft also opened up more secondary routes that are 
not feasible for the A380 or the 747.

A380 production peaked in 2012 and 2014 when Airbus 
delivered 30 aircraft respectively, way short of its earlier 
ramp-up target of 45 per year. 2013 was the best year in 
terms of post-launch orders with 42 new commitments. Airbus 
delivered 15 A380s in 2017 and only 12 in 2018. Before 
the programme cancellation, production was planned to be 
reduced to six a year from 2020 onwards.

Airbus stopped publishing development costs that were 
initially specified at close to €10 billion ($11.3 billion). 
Industry observers estimate the real costs are around  
€25 billion.
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The Mazak Integrex AG series, integrating multi-
tasking machines with gear cutting, has won the 
One of the Best Products in Japan in 2018 awards. 

This is the 61st time the awards have been held and 
they are organised by Nikkan Kogyo Shimbun Ltd, one of the 
leading industrial newspapers in Japan.

The One of the Best 10 Products in Japan awards are 
presented by the Nikkan Kogyo Shimbun Ltd to products that 
contribute to the advancement of industrial development 
and strengthening Japan’s international competitiveness, 
chosen from products developed and introduced each year by 
participating companies. 63 products were submitted by 63 
different companies for the most recent competition.

The Mazak Integrex AG series is a hybrid multi-tasking 
machine series, which integrates Done In One processing 
with gear cutting and measurement functions to the Integrex 
machines. Three types of gear machining methods (skiving, 
hobbing and endmilling) can be performed for high-mix, small 
volume production to large volume production to meet your 
production requirements. This process integration realises 
high accuracy gear machining and significant reduction of 
in-process time.

Mazak’s optional Smooth Gear Check software/

hardware integration uses a built-in probe to measure tooth 
profile, trace, and pitch, and to conduct phase detection 
in preparation for automated deburring or the use of 
additional machine features. Like the other Smooth Gear 
features, Smooth Gear Check uses conversational on-screen 
programming to set up scanning operations. With this 
optional combination of Hybrid AG hardware and software 
for gear measurement, shops can limit and even eliminate 
the need to move workpieces among a number of machines 
to measure and refine them, increasing production accuracy 
and efficiency.

With Done In One® capabilities, specialised software 
and refined hardware Mazak Hybrid AG machines take the 
guesswork out of cutting gears. Shops that used to turn away 
from jobs involving some gear cutting can now make easy 
work of the task and expand the processing capabilities they 
offer customers.

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

Mazak Integrex 
AG series has won 

‘One of the Best 
Products in Japan in 

2018’ award

The year 2018 has been record-breaking for the Italian 
industry manufacturing machine tools, robots and 
automation systems, which registered double-digit 

increases for all economic indicators. The year 2019 will 
instead be characterised by a general stability.

Based on the ISTAT data processing by UCIMU, in the 
first eight months of the year (latest available survey), the 
main destination countries for the Made in Italy products 
of the sector were the following: Germany 246 million euro 
(+11.6%); China 237 million euro (+7.1%); United States 223 
million euro (+9.5%); Poland 143 million euro (+49.8%) and 
France 135 million euro (-4.6%).

Thanks to these increases, Italy strengthened its role in 
the international scenario, where it stood out not only for 
the competence expressed by the industries of the sector, 
measured by the production and export data, but also for the 
dynamism of its demand, supported and stimulated by the 
incentive provisions for competitiveness, such as Super- and 
Hyper-Depreciation, included in the Industry/Enterprise 4.0 
programmes.

Italian users’ propensity to invest in new technology and 
also in digital products, pushed Italian manufacturers to focus 
on the domestic market, as proven by the reduction of the 

export/production ratio, which changed from 55.6% in 2017 
to 52.6% in 2018.

Experiencing a non-favourable general atmosphere in 
2019, however the Italian industry of the sector should 
confirm its 2018 performances, enjoying a positive trend 
with regard to deliveries in the foreign markets expected to 
increase. A clear slowdown is shown by the domestic market, 
whose growth trend seems to have lost the momentum we 
were used to over the last few years.

Record-breaking year  
for the Italian machine tool industry
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Honda officially informed employees of the proposal to 
close its Swindon vehicle manufacturing plant at the end 
of the current model’s production lifecycle, in 2021. The 

plant currently produces 150 000 cars per year and employs 
3 500.

This proposal has come as Honda accelerates its 
commitment to electrified cars, in response to the 
unprecedented changes in the global automotive industry. The 
company has said the significant challenges of electrification 
will see it revise its global manufacturing operations, and 
focus activity in regions where it expects to have high 
production volumes. Similar reasons were used to justify 
cutting 4 500 jobs at Jaguar Land Rover in January.

Under this proposed restructure, Honda’s UK role as a 
global manufacturing hub may no longer be viable.

Consultation activity has begun and Honda will be working 
closely with its workforce, including the recognised trade 
union, Unite the Union, over the months ahead.

Katsushi Inoue, chief officer for European regional 
operations, Honda Motor Company, and president, Honda 
Motor Europe said: “In light of the unprecedented changes 
that are affecting our industry, it is vital that we accelerate our 
electrification strategy and restructure our global operations 
accordingly. As a result, we have had to take this difficult 

decision to consult our workforce on how we might prepare 
our manufacturing network for the future. This has not been 
taken lightly and we deeply regret how unsettling today’s 
announcement will be for our people.”

Director of Honda’s Swindon site, Jason Smith, added: 
“We understand the impact this proposal will have on our 
employees, wider supplier base and the local community. We 
are committed to supporting employees to help them through 
this difficult time.”

Honda explains the reasons  
for closing Swindon manufacturing plant
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Influences like temperature variation, drafts, and air humidity 
can heavily compromise precision. The Fraunhofer Institute 
for Machine Tools and Forming Technology IWU is exposing 

machines to various climate zones around the world without 
actually shipping them to Southeast Asia, Canada, or Brazil: A 
newly inaugurated climate chamber is able to test how ambient 
conditions affect the function of lathes and other machines.

Machine tools are thermally sensitive. Operational 
precision can be disrupted when hall doors are opened in the 
winter, even for a brief period of time. Most companies have 
manufacturing facilities situated around the world, often in 
environments without air conditioning. The result is machinery 
imprecision and product rejections. Power units and other 
heat sources like hot tools can also have a negative effect. 
In a recently inaugurated 
climate chamber that is 
one of a kind worldwide, 
researchers at Fraunhofer 
IWU in Chemnitz are 
studying the influence that 
climate conditions and 
ambient interactions exert 
on machine tools and their 
components. 

“Exposure to sunlight 
and drafts causes thermal 
interactions in the form of 
structural stretching, which 
we are able to reproduce in 
the environmental chamber. 
The aim is to stabilise and 
enhance machine precision 
directly via a machine control system by correcting thermally-
induced errors during operation,” explains Dr. Janine Glänzel, 
research scientist at Fraunhofer IWU. 

To cite an example, thermal influences particularly affect 
machines with long beds or vertically structured systems 
because they accumulate heat asymmetrically during 
operation and bend to one side. The research scientist and 
her team simulate a wide variety of temperature scenarios: 
In the newly inaugurated test lab, temperatures of 10 to 40 
degrees Celsius can be configured with a tolerance of plus/
minus 0.1 Kelvin as well as air humidity of 10 to 90 per cent 
with a tolerance of three per cent. 

“We turned the thermal chamber we had into a climate 
chamber. The new ventilation components, steam humidifier, 
and absorption dryer now enable us to control air humidity in 
addition to temperature,” says Glänzel. 

For example, the researcher and her colleagues are able 
to study the influence humidity has on the swelling properties 
of modern materials like wet mix concrete.

Removable ceiling
Thanks to a surface area of 40 square metres, a 

vertical clearance of 4.5 meters, and a removable ceiling, 
the environmental chamber is large enough to fit not only 
individual components, but also entire machine tools, which 
are lifted into place by the hall crane. The temperature-
controlled flooring is designed to hold a maximum weight of 
20 tons.

Thermal weakness analysis
Before initiating measurement, the researchers perform 

a simulation-based analysis to determine where best to 
place temperature and displacement sensors. The scientists 
adhere the temperature sensors directly to the machine, while 
the displacement sensors are mounted onto a measuring 
frame set up around the machine tool and linked via small 

rods to measuring blocks 
at neuralgic points – i.e. 
in locations where the 
researchers are able to 
measure the most influential 
thermal displacements. 
The temperature sensors 
enable them to measure the 
influence that internal and 
external thermal loads have 
on the machine structure. 
Temperature fluctuations are 
mapped automatically over 
the course of the experiment. 
It’s also possible to gauge the 
behaviour of machine tools 
under long-term exposure. 

“The principle behind our 
sophisticated technology for cooling and heating functions is 
like the climate control system in a car,” according to Glänzel. 

That means manufacturers and users alike have the ability 
to configure their machine tools in advance, and to adapt 
them to future ambient conditions. When displacement does 
arise, the researchers implement corrective algorithms they 
have developed themselves to adapt production precision.  
The measured values are integrated into the corrective 
process. 

“We calculate correction values directly via a reference 
point on the tool, known as the tool centre point, so that 
thermal deformations during production can be corrected,” 
explains the mathematician with an affinity for technology. 

Additionally, the researchers determine the level of 
heat dissipation from the machine tools before transferring 
it to the cooling system to save energy. The climate 
chamber is the focal point of research in the special project 
Transregio 96, “Thermo-energetic design of machine 
tools,” which aims to adjust the parameters of energy 
use, precision, and productivity to achieve an optimal 
solution. The German Research Foundation (DFG, Deutsche 
Forschungsgemeinschaft) is sponsoring the research project.

How ambient conditions 
affect the function of  
lathes and machines



Germany-headquartered DMG Mori AG, part of Japan-
headquartered machine tool giant DMG Mori Co, reports 
record figures for order intake, sales revenues, EBIT 

(earnings before interest and tax) and free cash flow.
Order intake rose by 8% to €2 975.6 million, with sales 

increasing by 13% to €2 655.1 million. EBIT went up by 21% 
to €217.1 million - an EBIT margin of 8.2% - and free cash 
flow improved by €11.8 million to €154.2 million. All figures 
are provisional and subject to audit and the approval of the 
financial statements by the DMG Mori AG’s supervisory board. 
The latest forecast for 2018 for DMG Mori Co is £3.361 billion 
turnover.

“DMG Mori has continued to develop positively 
technologically, structurally and culturally. We have once again 
shown our innovative power. Our record levels of order intake, 
sales revenues, EBIT and free cash flow confirm our course. 
With dynamism and excellence, we continue to drive forward 
our future fields of automation, digitisation and additive 
manufacturing. Here we see great chances,” said Chairman of 
the executive board Christian Thönes.

The share of international orders was 70%, as in the 
previous year, while export sales hit 69% (previous year 70%).

Speaking about the year ahead, the issued statement 
says: “The global economy continues to be marked by 

worldwide uncertainties, such as the trade conflict between 
the US and China, the possible disorderly EU exit from the 
UK as well as the current debt situation in Italy. According to 
forecasts by VDW and Oxford Economics from October 2018, 
worldwide machine tool consumption is expected to grow at 
a slower rate of +3.6% in 2019 (previous year: +8.5%). The 
trend of decreasing dynamics, which had already begun to 
emerge in autumn of 2018, is thus continuing. In view of the 
existing geopolitical uncertainties, it cannot be ruled out that 
the forecasts will be adjusted.”

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

DMG Mori AG  
reports record figures for 2018
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Orbex has unveiled its Prime rocket for the first time at 
the opening of its new headquarters and rocket design 
facility in Forres, Scottish Highlands. The rocket is said 

to have the world’s largest 3D printed rocket engine.
Designed to deliver small satellites into Earth’s orbit, the 

rocket was unveiled at an opening ceremony attended by 
members of the UK and European space community as well 
as local community stakeholders.

The completed engineering prototype of the Stage 2 
rocket (the stage that will transit into orbital flight after 
launch) is made from a specially-formulated lightweight 
carbon fibre and aluminium composite and includes the 3D 
printed rocket engine.

Orbex Prime is a completely re-thought and re-engineered 
two-stage rocket, designed by Orbex aerospace engineers 
with professional experience from organisations including 
NASA, ESA and Ariane, as well as other commercial 

spaceflight companies. Thanks to its novel architecture, 
Prime launchers are up to 30% lighter and 20% more 
efficient than any other vehicle in the small launcher 
category, packing more power per cubic litre than many heavy 
launchers.

Seen for the first time, the 3D printed rocket engine was 
manufactured in a single piece without joins, in partnership 
with additive manufacturer SLM Solutions. Given the extreme 
temperature and pressure fluctuations involved in space 
flight, this gives the engine an advantage over other rocket 
engines, which can suffer from weaknesses associated with 
joining and welding. It is also the first commercial rocket 
engine designed to work with bio-propane, a clean-burning, 
renewable fuel source that cuts carbon emissions by 90% 
compared to fossil hydrocarbon fuels, supplied by Orbex’s 
new exclusive BioLPG fuel partner Calor.

Orbex first came into the public eye in July of 2018, 
when the UK Space Agency announced that Orbex had 
been chosen to launch from the proposed spaceport in 
Sutherland in the Scottish Highlands, as part of the main 
consortium. At that time, the company announced that it 
had already won £30 million ($40 million) in private and 
public backing for the project, making it one of Europe’s 
best-funded private launch companies.

The company revealed the identities of more customers 
that would be among the first to launch their satellites 
from the Sutherland spaceport. On Orbex Prime’s maiden 
flight from Scotland in 2021, the rocket will carry an 
experimental payload from UK-based Surrey Satellite 
Technology Ltd. (SSTL), the leading manufacturer of small 
satellites. This launch will represent an important first for 
the UK commercial space industry, demonstrating the UK’s 
end-to-end launch capability with a UK rocket launching a 
UK satellite from a UK spaceport.

Rocket with 3D printed engine unveiled 
at new space facility in Scotland
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Lamiera – Italy’s metal forming  
exhibition takes place in Milan  

from 15 to 18 May 2019

The exhibition area of Lamiera 
is growing and expanding. The 
international exhibition dedicated 

to sheet metal machines and to 
innovative technologies related to the 
sector, will take place at Fiera Milano 
Rho in Milan, Italy from 15 to 18 May 
2019. In addition to the traditional 
halls 13 and 15, pavilion 18 will also 
be occupied and has been named the 
Innovation Hall.

Lamiera is Italy’s most qualified 
international exhibition for metal 
forming technology and equipment 
and in particular for machine tools for 
sheet metal working and for manufacturing pipes, sections, 
wire and metal structures, as well as dies, welding and 
heat, surface treatment and finishing.

An offer tailored to all needs
Lamiera exhibitors include large 

and small machine builders, both 
Italian and international, companies 
specialised in the production of 
complex and automated systems, 
companies focused on the production 
of single machines and technologies 
for the traditional factory. This 
is why Lamiera is the right fair 
for all operators, for large users, 
for the companies specialised in 
subcontracting, for the workshop for 
mechanical processing, for the small 
independent craftsman, but also for 

designers and sheet metal professionals passionate about 
their work.

For further details visit www.lamiera.net
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Amada has developed a new fiber laser/punch 
combination machine that is capable of delivering the 
ultimate in production flexibility to any subcontractor 

or OEM faced with manufacturing a high mix of sheet metal 
components. The EML-AJ slots neatly between Amada’s 
existing entry level 
and premium 
machines in this 
category, helping 
fabrication shops to 
reduce their labour 
requirements and 
cost-per-part, and 
ultimately improve 
profitability.

Among the new 
features of the EML-
AJ are a number 
of innovations that 
help to minimise 
operator input. 
For instance, 
as standard the 
machine comes 
with an automatic 
nozzle changer, an automated scrap conveyor that prevents 
any possibility of overfilling, and an automatic laser 
cutting plate cleaner to remove any spatter created by the 
laser profiling process. In addition, an optional punch-die 
changer (PDC) can be supplied that increases the tool 
capacity from 44 tool stations, to 220 punches and 440 
dies.

Stable production is a key attribute of the EML-AJ, 
thanks largely to single bank 3kW fiber laser source, which 
is sufficient for cutting material up to 6mm thick. Further 
aiding stability during cutting is the patented bridge frame.

On the punching side, an air-blow system supplies 
the tooling with air and self-lubricating oil mist to prevent 
deposition and slug pulling. The avoidance of slug pulling 
is also aided by a vacuum suction system creating negative 
pressure beneath the turret. Punching slugs are therefore 
prevented from being pulled up. In this way, improved 
quality is also achieved, along with maximised output.

The inclusion of punching introduces the ability to 
produce forms as part of a single set-up operation. Here, 
a stand-out feature unique to Amada is P&F (punching 
and forming). P&F means that, in addition to 30 tons of 
force from the high-speed ram, the EML-AJ can deliver 16 
tons from a ram underneath the turret and form upwards. 
Amada’s P&F forming is a standard feature on EML-AJ, 
allowing the production of forms up to 22mm high with no 

sheet distortion.
Ultimately, the new fiber laser/punch combination 

machine is designed to reduce cost per part, particularly 
in comparison with previous generation CO2 laser-punch 
combination models. The new EML-AJ not only offers 

faster cutting 
compared 
with its CO2 
counterparts, 
but adds 
the ability 
to cut more 
challenging 
materials, such 
as brass, copper 
and titanium.

On the 
subject of 
automation, 
many bolt-on 
sheet load/
unload options 
are available, 
including very 
flexible part-

picking systems. If preferred, however, the EML-AJ can 
simply be used as a stand-alone production centre. The 
unique table cover design allows a fully automated EML-AJ 
cell to be easily loaded as a manual machine.

Vice versa, a stand-alone machine can be retrofitted 
with automation without the need for additional guarding. 
Another feature that is unique to Amada.

Automated operation is further exemplified by the 
use of Amada’s Z turret (offset upper/lower turret), which 
facilitates extremely fast tool changes. As a point of note, 
Amada’s ID tooling system provides full digital tool control 
for ease of maintenance. In fact, there are many aspects 
of the EML-AJ that help to minimise maintenance costs. 
For instance, simplified beam delivery means there are no 
internal mirrors or turbo blowers.

Last but not least, the running costs of the EML-AJ are 
extremely low. Indeed, the machine’s 3kW fiber laser is up 
to 58% more efficient than a CO2 equivalent. Moreover, the 
EML-AJ offers higher quality beam with higher absorption 
rates for faster cutting.

As with all Amada laser/punch combination machines, 
inherent advantages include reduced secondary operations 
and enhanced product design potential.

The EML-AJ was launched in Europe for the first time at 
EuroBLECH 2018.

For further details contact Amada Johannesburg on  
TEL: 011 453 5459 or visit www.amada.co.jp

Amada EML-AJ Fiber laser/punch 
combination machine helps  

reduce cost per part

PRODUCT   REVIEW
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Two new drills optimised for drilling aluminium 
automotive parts have been developed by cutting 
tool and tooling systems specialist Sandvik 

Coromant. Ideal for the machining of components in 
medium-to-large volumes, CoroDrill® 400 and CoroDrill 
430 deliver higher throughput and lower costs, as well 
extended tool life and enhanced process security. The 
drills are supported by CoroTap® 100, 200, 300 and 
400, which are also optimised for tapping operations in 
ISO N materials and help provide a complete hole-making 
offer from a single source for those tasked with producing 
aluminium automotive components.

 “Automotive manufacturers are increasingly adopting 
aluminium parts to help reduce vehicle weight and 
improve fuel efficiency. These latest drills with grades 
optimised for ISO N materials offer a host of benefits, 
including high reliability, enhanced precision, low cost-
per-hole, longer and more consistent tool life, high 
repeatability and improved process security,” said Aaron 
Howcroft, Global Product Manager at Sandvik Coromant.

 While both CoroDrill 400 and CoroDrill 430 are 
available in the Sandvik Coromant N1BU solid-carbide 
grade, the former can also be specified in the new 
N1DU veined polycrystalline diamond (PCD) grade. 
N1DU provides PCD across the entire cutting edge, 
thus offering much longer tool life. Due to PCD’s low 
coefficient of friction and high conductivity of heat, the 
tool’s cutting edges are less susceptible to built-up edge 
(BUE). As a general guide, Sandvik Coromant recommends 
the use of the solid-carbide grade when the hole count 
is low and handling risk is high, while the PCD grade 
is preferable where hole count is high and higher 
productivity is required.

 CoroDrill 400 is recommended for drilling into solid 
material, as it features more flute volume for better chip 
evacuation. When drilling into cored material or pre-cast 
holes, CoroDrill 430 will perform better as it features 
three flutes for increased stability and holding true 
position regardless of misaligned cored holes.

 Optimised features of CoroDrill 400 and CoroDrill 
430 include polished flutes and precision coolant holes, 
with support provided for MQL (minimum quantity 
lubrication). The drills are conveniently available as 
standard in 5, 6.8, 7, 8.5, 10.2 and 12.5mm 
diametres, which correspond to M6, M8, 
M10, M12 and M14 thread sizes. Tailor 
Made options can also be specified for 
other applications.

 The new tools belong to 
the Sandvik Coromant Solid 
Round Tools Optimised 
range, a unique line of 

refined round tools for specific needs that provide extreme 
efficiency, reliability and durability. Customers should 

select the Optimised range when a dedicated tool is 
required for a specific material or application.

 In support of the drills are CoroTap 100, 200, 
300 and 400, a series of taps that is also designed 
specifically for use in ISO N materials. CoroTap 100 
is straight-flute tap for through and blind holes that 
features interrupted threads for less torque and 
increased coolant penetration.

 CoroTap 200 is a spiral-point tap and CoroTap 300 
a spiral-flute tap for through and blind holes respectively. 
These taps are available as high helix (35°) uncoated 
variants for low Si content aluminium, or low helix (15°) 

coated or uncoated types for abrasive, 
high Si content materials. CoroTap 400 
is a forming tap for through and blind 
holes that features an optimised lobes 
and thread length to reduce torque in 
aluminium workpieces.

For further details contact Sandvik 
Coromant on TEL: 010 500 2295 or 
Mary-Ann Haylett on TEL: 011 570 9615, 
or email: mary-ann.haylett@sandvik.com 
or visit www.sandvik.coromant.com

Latest drills complete Sandvik 
Coromant offer for hole making in  

aluminium automotive parts
Automotive parts set to benefit from latest Sandvik Coromant developments.
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Hypertherm is introducing three new 
torch sleeves for XPR plasma cutting 
torches and lead sets. The sleeves 

allow the torch and lead sets to remain 
axially fixed while the torch holding device 
rotates 360 degrees in either a clockwise or 
counter-clockwise direction. This capability 
greatly enhances torch lead life in high-flex 
applications.

Available in short, medium, and 
extended lengths the sleeves are ideal for 
bevel or 3D/robotic cutting applications 
when using either an XPR170 or XPR300 
X-Definition Plasma system. The sleeves 
include several engineering advances. An 
outside diameter of 76mm, allows for an 
increased wall thickness and eliminates 
compression caused by clamping. Pre-
sealed, high precision bearings reduce 
axial play by 90 per cent and radial play by 
81 per cent. This keeps out dirt and other 
particulates associated with plasma cutting 
and greatly extends the life of the sleeve 
and lead system.

When used with Hypertherm’s 
specialised robotic/bevel lead sets, the 
rotational sleeve will afford customers 
an especially robust industrial solution in 
applications requiring frequent rotational 
flexing when cutting with an XPR170 and 
XPR300, the only two X-Definition capable 
systems in the world. A combination 
of engineering advances and refined 
high definition plasma processes help 
X-Definition class plasma deliver unmatched 

plasma cut quality on mild steel, stainless 
steel, and aluminum. Laboratory testing shows 
ISO 9013 Range 2 cut quality on thin mild steel 
and extended ISO Range 3 cuts on thicker 
metals.

Both X-Definition systems contain 
patent-pending processes like Vented Water 
InjectionTM (VWI), plasma dampening, and 
Cool Nozzle technologies for squarer cut edges, 
markedly less angularity, and excellent surface 
finish on non-ferrous metals like aluminum and 
stainless steel. At the same time, the systems 
cut faster and use power more efficiently 
than earlier Hypertherm systems like the 
HyPerformance® HPR260XD®.

“Hypertherm is constantly working to 
advance the capability of our products by 
devoting extensive resources to research and 
development. By listening and incorporating 
feedback from our partners and customers, we 
are able to deliver products like our X-Definition 
Plasma and these new torch sleeves that help 
customers increase the efficiency of their 
cutting operation,” said Phil Parker, product 
manager for Hypertherm’s heavy industrial 
plasma products.

Customers who think they may benefit from 
the new sleeves should talk to their authorised 
Hypertherm OEM when ordering their system. 
Customer’s interested in learning more about 
X-Definition Plasma should visit  
www.hypertherm.com/plasmaprecisely.

For more information contact Craig Sterly  
of Hypertherm on email craig.sterly@
hypertherm.com or visit www.hypertherm.com

Hypertherm introduces XPR  
rotational torch sleeves for bevel and 

robotic cutting

The Integrex j-200 is a compact machine designed for 
large workpieces - maximum machining size is 500mm 
and maximum machining length is 500mm. Additionally, 

a large machining area is provided thanks to long strokes: 
X-axis - 450mm, Y-axis - 200mm, Z-axis - 550mm, B-axis 
indexing range of 220° and C-axis of 360°. The orthogonal 

Y-axis machine construction is the same as Integrex i-150 
and Integrex e-series and allows face milling, end milling, and 
drilling to be performed in the large machining area without 
C-axis indexing thanks to long Y-axis stroke: 200mm.

The Mazak Integrex j-200 comes with a second spindle, 
which makes it possible to perform continuous machining 

Mazak Integrex j-200S  
with a second spindle

The Integrex j-series multi-tasking machines are designed  
to provide you with the maximum value. 
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operations – completing first and 
second processes in the same 
machine set up and as a result, 
in-process time can be considerably 
reduced.

Both turning spindles on the 
Mazak Integrex j-200S provide equal 
high performance with spindle speeds 
of 5 000rpm and C-axis turning 
control, though the main spindle has 
a 76mm bore and the second spindle 
a 61mm bore. The main headstock 
features an integral spindle/motor 
that accommodates a wide range of 
applications, from heavy-duty cutting 
at low speed to high speed cutting 
of aluminium and other non-ferrous 
materials. The rigidly clamped C-axis 
indexes in 0.0001-degree increments 
and delivers high accuracy. The 
second spindle also features an 
integral spindle/motor to ensure high 
efficiency machining for secondary 
operations.

The machine is also equipped 
with a Super-80 barfeeder, which can 
accommodate bar diameters between six and 80mm and bar 
lengths up to 1 530mm.

The Mazak Integrex j-200 has an 8” chuck size main 
spindle with a maximum machining diametre of 500mm, 

motor output of 11.0 kW and has a 20-tool storage per 
magazine.

For more information contact Hi-Tech Machine Tools on 
TEL: 011 608 0088 or visit www.hitech.co.za
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For years, the government and 
other organisations have 
studied the risks of exposure 

to dust in industrial settings as 
well as the use of oils, grease and 
lubricants in metal cutting and 
forming. For decades, Donaldson 
has offered manufacturers 
advanced and reliable dust, fume 
and mist collectors engineered 
to provide outstanding filtration 
efficiency and energy savings. The 
application of these industry leading 
collectors and filters helps increase 
manufacturing efficiencies and 
cleaner environments for employees.

Plasma and laser cutting 
machinery produces hazardous 
metallic fumes in the cutting 
process. It doesn’t matter if you are 
using a plasma with a conductive gas 
and a torch head or a high-power laser 
to cut that material, both processes produce 
highly toxic fumes. The need for an efficient dust collector 
in these applications is critical for the health of the people 
working around the area and to the environment.

Donaldson Filtration 
specialises in the design, 
manufacturing and distribution 
of a variety of air pollution 
control products, including dust, 
fume and mist collectors. 
Depending on the size and 
space specifications of your 
facility, Donaldson can 
provide systems to meet 
your needs. 

Many compact units 
are available, with designs 
intended to minimise the 
space needed in your 
facility. Donaldson sales 
engineers help you select 
the models that are ideal for 
your application, with many 
different options available, to 
ensure you are compliant with 
Air Quality Standards and OSHA 
regulations in your industry. 

Donaldson’s new 
Downflo® Evolution (DFE) 
dust collector range sets 
the benchmark in dust 

collection standards. Regardless of the type of dust 
produced in your facility, the DFE is effective for a wide 
variety of applications, including metal grinding, plasma 
cutting, laser cutting, welding and metal manufacturing. 

This DFE can use 40 per cent fewer filters than other 
cartridge collectors. Because of its decreased footprint, 

property managers can purchase these at 
lower prices and spend less on filter 

replacements. The unit is 
designed to help maximise 

available floor space, leaving 
plenty of room for additional 
machinery. 

The unit’s design also 
features a Max Pulse 
cleaning system that 
produces 27 per cent 

more cleaning energy, 
an Ultra-Web® Merv 15 

triangular filter, and an 
innovative inlet air management 

system. Like other Donaldson filter equipment, 
it's easy to maintain and offers optimal performance with 
lower running expenses.

Donaldson has developed a broad range of smoke 
collectors, mist collectors, and mist filters that remove 
submicronic contaminants from the plant atmosphere. 
Donaldson offers a full line of collectors from a single source 
machine mounted unit, all the way to a central mist collector. 
Donaldson’s WSO® Mist Collector with its unique Synteq™ 
XP filter media is an extremely versatile collector for all 

operations. It can provide a solution 
for water-soluble coolants, straight 

oils, or operations that have oily 
smoke. If your machining operations 
change, the only modification is a 
filter change.

With increased pressure for 
delivery and tooling speed, 
the number of contaminants 
in manufacturing plants has 
also seen an increase. The 
result, an ever decreasing 
indoor air quality, requiring new 

controls to reduce airborne mist 
levels. Donaldson dust collection 
equipment and filters are ideal for 
collecting dust and fumes produced 
from most metalworking processes.  

For further details contact 
Donaldson Filtration Systems on 
TEL: 011 997 6099 or visit  
www.donaldson.co.za 

Donaldson’s new Downflo® 
Evolution (DFE) dust, fume and 

mist collection filters
Clean up your machining, laser and plasma cutting operation.
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Heidenhain’s newest digital readout (DRO) is now available 
to the market and promises to provide machinists with 
significant advantages and even more reliable tools to 

better utilise their manually-operated machine tools (with up 
to four axes) than ever before. Called the ND 7013 model, 
this new DRO replaces the ever-popular ND 780 and offers an 
improved user interface and user-friendly touch screen, among 
other improvements.

This new ND 7013 DRO offers an improved status bar on 
the right side of the main screen that provides helpful options 
for selecting the respective operating status. A quick access 
menu allows the user to view or select multiple options such 
as displaying length and angle values, presets and tools, a 
stopwatch or calculator, feed rates, an edge finder (in milling 
mode), as well as an “Auxiliary Functions” key.

An I/O function is available on this new DRO providing 
additional useful enhancements for supporting machine 
functions.

The changeover from the conventional Heidenhain keyboard 
to the touchscreen facilitates operation and makes custom 
settings possible. This also provides increased protection from 
the ingress of dirt and liquids and thus improves suitability for 
a workshop environment.

The custom settings are done by configuring keys that 
are used to switch or control actuators in the machine. 
Furthermore, with a keystroke, a machinist can call documents 

(operating instructions, machine manual, tables, etc.) and 
display them on the screen. If spindle control is activated on 
the ND 7013 I/O, the user can also define keys for presetting 
the spindle speed. These custom-defined keys are then 
included in an OEM bar that can be dragged into the screen,  
if required.

For more information contact Mafema Sales Services on 
TEL: 314 4416 or visit www.heidenhainsa.co.za

Heidenhain’s new ND 7013 DRO
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As the successor of 
the successful Milltap 
700 the new DMG 

MORI DMP 70 stands for 
maximum productivity on 
the smallest space. With a 
footprint of just 4.2 m² it is 
around 10 per cent smaller 
than the Milltap 700. 
DMG MORI has designed 
the compact production 
machine for applications 
in medical technology, 
job shop as well as the 
aerospace sector and other 
demanding industries. 
Travel paths of 700mm 
x 420mm x 380mm and 
the optional integrated 
swivel/rotary table enables 
5-axis simultaneous 
machining of a wide range 
of components. Automation 
solutions such as the 
workpiece handling WH 
3 Cell can be connected 
flexibly from the right or left. 
Connection from the front is 
also possible.

An end-to-end 
optimisation of the machine 
concept has made the 
DMP 70 an extremely rigid 
production machine with a 
metal removal rate that is 
10 per cent higher than the 
Milltap 700. A wide grey cast 
iron machine bed, enlarged 
installation footprint and 
35mm linear guideways 
constitute the basis for the 
quality-oriented and up to 
30 per cent faster machining 
of demanding workpieces. 
Additional stability has 
been achieved through the high-strength spindle – thanks 
to higher spring preload – and the sturdy tool magazine with 
metal clips.

With rapid traverses of 60m/min and an acceleration 
of up to 2g the DMP 70 offers maximum dynamics. In its 
standard version the DMP 70 is equipped with an inline 
spindle with a speed of 10 000rpm and 78Nm torque. Its 
fast tool change and chip-to-chip times of 1.5 seconds also 
play their part in ensuring the high level of productivity. The 
optimally accessible tool magazine has space for up to 15 

tools with lengths up to 250mm. 25 tool pockets are possible 
as an option.

Innovative step forward through 3D control technology
Where control is concerned the DMP 70 has a SLIMline 

multi-touch control with Siemens Operate 4.8. The 19” 
display is easy to use and thanks to its high resolution 
provides a perfect overview. The 3D control technology 
enables users to simulate machining in advance.

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

DMG MORI’s DMP 70 dynamic  
production machine

DMG MORI’s DMP 70 is a compact production machine with a footprint of 4.2m² and is  
ideal for medical technology applications, job shop, aerospace, and more. 
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Modern CNC machine tapping centers are designed 
to synchronise spindle rotation with the feed axis. In 
rigid tapping high axial forces have to be absorbed by 

the tap’s thread flanks. This increased abrasive flank wear 
reduces the tool life of the tap as well as the surface quality 
and accuracy to gauge of the thread resulting in a significant 
decrease of process reliability. This may result in breakage 
of the tap. SynchroFit Tap Holder with its new wear free 
radial cutting force compensation reduces the tap flank wear 
significantly.

Machining troubles associated with tap processing are 
far more frequent in comparison to other rotating tools, 
such as drills and end mills. Manufacturers often struggle 
with threading applications because there are few effective 
solutions. For example, what kind of measurements would 
you take to achieve the following: Prevent sudden breakage of 
taps; stabilise tap life; improve thread quality; stabilise short 
chamfer taps’ performance.

All of the above are difficult to achieve. When a tapping 
problem arises, most operators would troubleshoot by 
lowering the cutting speed, which would in turn reduce 
productivity.

To help manufacturers who use machining centers with 
synchronous spindles overcome these common tapping 
obstacles, OSG Corporation has recently introduced a new 
generation synchronised tap holder - the SynchroMaster 
- engineered to turbocharge performance by dampening 
excessive forces in rigid tapping environment.

Why tap processing is difficult
One of the causes is that the feed per revolution is fixed. 

The cutting of internal threads is performed by the chamfer 
section of a cut tap. In principle, the full thread portion of a 
cut tap does not perform any cutting, but merely follows the 
path cut by the chamfer. As the tap rotates, each cutting edge 
of the chamfer gradually increases the depth of cut along the 
lead, which forms the thread ridges to guide the position 
of the tap thereafter.

Rigid tapping, also known as synchronous feed 
tapping, is one of the most common tapping 
methods used on modern machining centers. 
If the machine’s spindle rotation and feed 
are synchronised to match a specific thread 
pitch as the tap is driven in and out of a hole, 
the shape of the pitch would be correctly 
formed. When there is a feeding 
error (leading or delaying), a size 
reduction (pitch dislocation or 
enlargement) would occur, 
which affects the precision of 
threads.

With the right combination of 
machining center and tap holder, 
feeding error can be prevented

Theoretically, a solid type tap holder without any tension-
compression is appropriate for machining centers with 

synchronous spindles. However, there 
will always be small discrepancies 
between the synchronisation and 
the actual movement (feed) of the 
specific tap being used. As the 
machine ages, the discrepancy 
between the spindle speed and 
feed and the tap’s movement 
can become more significant. 
With a solid holder where no 
movable value is permitted, 
any deviation occurred would 
increase the thrust load on the tap, 
which would greatly reduce tool life and thread 
quality due to the extra axial forces being exacted.

Features and benefits of SynchroMaster
The SynchroMaster is a tap holder constructed to allow 

a slight amount of axial movement to compensate for axial 
deviations that are unavoidable in rigid tapping. Its micro 
tension-compression float eliminates the extra axial forces on 
the tap, leading to longer tool life, consistent tapping depth 
and improved thread quality. 

Cutting data
OSG carried out a tool life test comparison of a 

short chamfer tap when used in combination with the 
SynchroMaster tap holder and a solid type holder. The cutting 
tool used for the test was a M4 x 0.7 1P short chamfer spiral 
tap. The shorter the chamfer, the cut made per cutting edge 
increases. For this reason, applications with short chamfer 
taps can easily become unstable. Tapping in S45C, the M4 
x 0.7 1P short chamfer spiral tap with solid type holder 
averaged approximately 200 holes. When use in combination 

with the SynchroMaster tap holder, 
on the other hand, thrust load was 
significantly reduced and the short 
chamfer tap was able to achieve 
nearly five times the durability versus 
the solid type holder.

The SynchroMaster tap holder is 
effective not only for cut taps, but 
also for form taps. Since cutting does 

not take place with form taps and the 
internal thread is processed by using the 

plastic deformation of the material, the 
processing load for form taps is even higher 

than cut taps. The SynchroMaster tap holder 
is able to double the tool life versus solid type 

holder even for form taps.
For manufacturers who are especially struggling 

with unstable tool life, poor thread quality, low productivity 
and large variations in depth length on rigid tapped holes, 
look to the SynchroMaster tap holder to turbocharge your 
tapping performance.

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

OSG SynchroMaster tap holder
Next generation synchronised tap holder designed to  

turbocharge tapping performance.
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Tapmatic specialises in self-reversing attachments 
for conventional milling and drilling machines, CNC 
machining centers and CNC lathes with driven tooling. 

The biggest advantage to a self-reversing tapping 
attachment is cycle time. For example, if you are tapping 
an M8 sized hole at 2 500rpm, a self-reversing attachment 
will save you 35 to 40 per cent on cycle time, compared to 
tapping the same hole at the same speed by reversing the 
machine. Those numbers are not guesswork, either. Tapmatic 
has tested its method against the alternatives, and the 
productivity gains are impressive.

Tapping heads feature an internal gearbox and are self-
reversing. They allow a machine spindle to continuously 
rotate in one direction. The tapping attachment rotates and 
feeds the tap into the hole. Once the desired thread depth is 
reached, the attachment’s gearing reverses direction and the 
tap is retracted from the hole without the machine spindle 
stopping or reversing direction.

Tapmatic’s self-reversing attachments keep a constant 
tapping speed for optimum tap life. This means ideal chip 
flow with perfect thread surface, constant high rpm up 
to 5000 and shorter machining time due to saving two 
spindle reversals per tapped hole therefore reduced wear to 
expensive CNC machines and in most cases a 50% to 100% 

increased tap life
Self-feed permits the 

tap to act as its own 
lead screw. The self-

feed accommodates 
any differences 
between thread 
pitch and machine 
feed control. The 

tap is propelled by 
rotation only and 
cuts a thread without 
pressure. This 
guarantees a thread 
of high quality, which 

is as accurate as the tap itself.

RDT/RDT-IC tapping attachment
Thread cutting is the only machining operation, which 

requires a change of direction for the return of the tool. 
This can be laborious, it also causes wear and is a costly 
procedure for any machine.

RDT and RDT-IC reversing tapping attachments are 
specially designed for fastest thread manufacturing on CNC 
machining centers. They also eliminate reversal related 
machine wear and tear and reduce energy consumption. The 
patented ball drive with integrated planet gear for automatic 
reversal creates an almost constant cutting speed and 
eliminates the need to start the machine spindle twice per 
thread. By using the RDT tapping attachments the cycle time 
is reduced and the life of the tap is increased. The IC-version 
allows coolant to flow directly through the tapping head.

New Drill-n-Tap 50 self-reversing tapping heads for 
tapping and drilling

Now you can center drill, drill and tap on your 
conventional drill press or milling machine using 

the tapping head for all three steps. Save time 
by eliminating the need to change from a 
drill chuck to the tapping head. Tapmatic’s 
unique design holds drills concentrically.

For further information contact  
Duncan Macdonald & Company on  

TEL: 011 444-4345 or visit www.macduck.co.za or  
visit www.tapmatic.com

Tapmatic self-reversing manually 
controlled tapping heads
For conventional drill press and milling machine applications or large  

capacity on manual or CNC equipment.
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Open Mind has released HyperMill 2019.1 with an 
expanded finishing module in the HyperMill Maxx 
Machining performance package. Updates to the 

CAD/CAM software include process optimisations as well as 
functions for reducing calculation times.

The 5-axis Prismatic Fillet Finishing module can be used 
in accordance with the principle of a high-feed milling cutter 
because of the geometry and automatic setting of the barrel 
cutter. Processing takes place in a plunging and pulling 
movement with a high feed, providing optimal machining 
performance with conical barrel cutters (circle segment or 
parabolic cutters), says the company.

Thread milling options have been redesigned for 
HyperMill 2019.1 for greater user friendliness. The module 
supports a variety of different thread milling cutter types 
and offers selection of right- and left-hand threads or the 
definition of the milling direction (from bottom to top or 
vice versa). The thread milling feature also offers automatic 

approach and retract macros, a selection of roughing 
options, and simplified programming.

HyperMill can manage the order of the processing 
steps with job IDs. Changes to these job numbers, formerly 
resulting in recalculations, are now avoided to save time, 
the company says. A job ID can be changed without having 
to subsequently recalculate the machining job in question. 
The clamping position can also be changed later without 
recalculating machining jobs.

HyperCAD-S, the CAD component of the HyperMill Suite, 
has been optimised for CAM requirements. In Version 
2019.1, polyline management has been added to aid the 
application of CAD functionalities such as lengthening 
or trimming to the element type polylines. Like all other 
elements, polylines can be edited with trimming, merging, 
orienting or selecting.

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

Open Mind has 
released HyperMill 2019.1
CAD/CAM updates expand finishing functions and  
ease job management.
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With over 50 years of 
experience and a 
production capacity 

of 40 units per month, 
Okuma is a world leader 
in manufacturing double 
column machining centers. 
Currently, there are over 8 
000 Okuma double column 
machines in use of which 
roughly 3 500 are used in the 
automotive sector. Machines 
like the MCR-BIII or the 
recently introduced MCR-S 
are used by nearly every 
automotive manufacturer 
worldwide. Most cars on 
today’s streets are therefore 
at least indirectly and 
partially manufactured by an 
Okuma machine.

 
Special requirements in 

the automotive sector
Within the automotive 

sector, Okuma’s double 
column machining centers 
are mainly used for 
manufacturing dies for 
the production of car body 
shells. This process poses 
various challenges as the 
large workpieces require high 
dimensional accuracy. Dies 
also need to possess very 
smooth and clean surfaces. 
Achieving the required 
results is difficult because 
the manufacturing 
process can take 
several days. The long 
machining time makes 
the workpiece vulnerable 
to deviations due to 
temperature changes 
and other external 
influences during the 
manufacturing process.

 
Intelligent technology 

for high quality
These problems are 

solved by multiple highly-
tailored applications 
and features. Okuma’s 
Thermo-Friendly Concept 

helps to both minimise the 
amount of heat generated 
and compensate thermal 
deformations that cannot 
be avoided. The Premium 
Solution Hyper-Surface allows 
for excellent surface quality 
by correcting machining data 
automatically, which improves 
overall quality and eliminates 
the need for hand-finishing. The 
solid cast iron double column 
construction of the machines 
ensures great rigidity and close 
tolerances. A touch probe 
enables on-machine gauging of 
complex shapes in mid-process. 

“Manufacturers in the 
automotive sector appreciate our 
double column machines’ high 
dimensional accuracy of less 
than 20µm even for workpieces 
measuring up to 2 000mm in 
width and 5 000mm in length,” 
says Pablo Liechti, Product 
Manager DCMC.

 
High productivity
Okuma’s double columns 

are equipped with a multitude 
of applications making them 
as productive as possible. The 
Intelligent Technology SERVONAVI 
optimises cutting and feed rates. 

“This enables us to shorten 
production times by up to 25 per 
cent,” states Liechti. 

The Thermo-Friendly Concept 
also increases productivity by 
minimising warm-up times. In 
order to meet the manufactures’ 
specific demands, Okuma’s 
double column machining 
centers can be configured in 
many ways. Customers can 
choose different spindles, a wide 
range of attachment heads and 
table sizes up to 4 500mm in 
width and 12 000mm in length. 
Many additional features and 
setups are available.

For more information contact 
F & H Machine Tools on  
TEL: 011 397 4050 or visit  
www.fhmt.co.za

Okuma double column machining  
for the automotive sector offers  

high precision for large dies
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Hexagon’s Manufacturing Intelligence division today 
launched its first blue laser scanning sensor for 
creating point clouds. The HP-L-5.8 joins Hexagon’s 

comprehensive range of tactile and non-contact sensors for 
CMMs and is designed for companies who need a versatile, 
affordable, fixed-line laser sensor.

The HP-L-5.8 performs equally well when taking point 
cloud measurements from dark or shiny surfaces. Designed to 
be rugged and compact, it protects the sensor from collisions 
and vibrations and is ideal for use in areas where accessibility 
is restricted as well as on smaller CMMs.

“Increasingly our customers want to add the speed 
and wide measurement coverage of laser scanning to their 
CMM’s capabilities,” says Christian Schorr, Hexagon’s Product 
Manager for Laser Scanners on CMMs. “The HP-L-5.8 meets 
our customers’ demand for an accurate, affordable laser 
scanner that turns a CMM into a multisensor machine that 
can switch easily between tactile probing or laser scanning in 
a single part programme.”

The HP-L-5.8 is seamlessly compatible with Hexagon 
CMMs that use PC-DMIS 2018 R2 and subsequent versions 

of the software and works with an automatic indexing probe 
head or continuous wrist, making it easy to operate for users 
of tactile probing tools.

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

Hexagon’s HP-L-5.8 Fixed-Line 
blue laser scanning sensor creates 

point cloud measurements

First introduced two years ago, the 
TaeguTec Chase2Mill series of end mill 
tools is being extended with the arrival 

of two additional insert designations.
Suitable for ramp and slot milling 

applications, Chase2Mill is available in end 
mill, modular or face mill designations. 
Initially launched with a four-corner, double-
sided 4NKT 06 insert range featuring a 
90° entry angle that is suitable for high 
ramp-down applications, the 4NKT 06 has 
been expanded and a newly developed 
4NHT insert series released.

The 4NKT 06 corner R range insert 
has been extended (04R-20R) to meet the 
wider range of corner radius requirements 
demanded by today’s industry. Adding 
to the existing 8mm and 16mm radius inserts, TaeguTec 
has expanded the line to include a 4, 12 and 20mm radius 
offering. The extended 4NKT 06 is available with TaeguTec’s 
ML and M geometry, and the TT8080 and TT9080 grades, 
which combine to improve cutting load, minimise built-up-edge 
and generate high surface finish, says the company.

TaeguTec’s 4NHT 06 insert designation has also 
been launched with the 4NHT 06-ML, which is said to be 

characterised by its ability to generate low cutting loads and 
high surface finishes (credit to ground cutting edges that 
minimise built-up-edge).

A further introduction is the 4NHT 06-AL series of 
uncoated inserts for aluminium and non-ferrous cutting 
applications.

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

Chase2Mill line extended  
byTaeguTec
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With this new feature, the system looks straight 
through the nozzle right at the cutting zone, 
monitoring it in real-time and autonomously 

controlling the feed rate of solid-state laser machines. This 
new function ensures a more reliable process for both 
flame and fusion cutting, reducing scrap and saving on 
rework. 

Active Speed Control also responds immediately to 
any changes in the material being processed. The system 
allows users to achieve tangible gains in productivity with 
their machines, significantly lowering part manufacturing 
costs. Active Speed Control monitors numerous different 
process parameters. One example is the position of the 
laser beam in relation to the center of the nozzle during the 
entire cutting process. The system informs the operator of 
any deviations, helping to avoid scrap. Additional functions 
for automated laser cutting can easily be added to the 
system in the future thanks to the software update feature.

Maximum speed even with variations in material 
thicknesses

The kerf reveals all sorts of information about part 
quality and process stability. The easier it is for the molten 
material to escape from the kerf, the smoother the cutting 
process. Active Speed Control keeps a careful eye on this 
flow of molten material in mild and stainless steel plates 
that are four or more millimeters thick. The sensor system 
looks straight through the nozzle to observe the radiation 
that is emitted as the material melts. This “process 
radiation” allows the system to determine whether the 
molten material is emerging as planned, to identify the 
fastest possible feed rate, and to make any necessary 
adjustments – a process it repeats many hundreds of 
times a second. In this way, Active Speed Control maintains 
the optimum feed rate even in cases where the thickness 
of the material varies within a single sheet, or where 

the top of the sheet is contaminated with rust or paint. 
In conventional systems, these kinds of variations and 
changes in material would typically lead to slag formation 
or interruptions in the cutting process. 

Smart sensor system makes life easier for machine 
operators

Currently, machine operators have to tailor the feed 
rate – a critical parameter – to the material they are 
cutting, and adjust it as necessary. One way they do this 
is by making test cuts. Active Speed Control eliminates the 
need for these kinds of tests. That simplifies the production 
process, particularly in single part manufacturing.

To allow for variations in the material, operators also 
frequently reduce the machine’s feed rate. That makes 
the process more reliable in many cases, but it often has 
a negative impact on the cutting process and the quality 
of the cut. For example, a lower feed rate can cause 
heat to accumulate within the material. This build-up of 
heat can cause the material to melt in an uncontrolled 
fashion, reducing the reliability of the machining process. 
By automatically controlling the feed rate, Active Speed 
Control prevents this accumulation of heat from developing 
in the first place.

This feature also offers plenty of other benefits. For 
example, the operator can view a live image of the cutting 
zone as seen through the nozzle, and they can browse key 
process parameters at any time on the machine’s control 
panel or on a tablet. That makes it easier to monitor the 
machine during production. Previously, operators had 
to manually create what is known in the industry as a 
‘tapeshot’ to ensure that the parameters were set to their 
optimum values – and that was a laborious and time-
consuming process. 

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

Trumpf achieves major  
gains in productivity with  

Active Speed Control
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The Widia Novo digital 
process planning system 
has been enhanced with 

newly designed elements to 
enrich content and continue 
streamlining machine shop 
processes. 

Among many capabilities, 
Widia Novo technology can 
supply a quick turnaround quote 
on modified standards of solid 
drills. Recently added to the 
Novo platform is the quoting 
of modified drill sizes and an 
improved search engine and 
channel connections.

“In minutes, Novo can supply 
a quick turnaround quote on solid drills modified against 
the standard option. We’re continually adding new internal 
support systems that make finding the right tool even easier. 
Just tell us what you’re looking for and Novo can quote it, with 
expected delivery - fast,” says Katie Richardson, Novo director 
of program management.

“We’re always working to improve our search engine. We 
took the ranking function of ‘Novo Advise’ and applied it to our 
product search so that the system can now rank the hundreds 

of turning inserts that fit your 
tool holder by performance and 
value. Machine shops can quickly 
choose the most effective tooling 
package based on performance, 
availability, price or whatever 
parameters they choose.”

Novo combines tens of 
thousands of tools with 90 years 
of process knowledge into a 
cloud-enabled digital knowledge 
stream that interfaces with CAM 
packages, pre-setters and a 
growing number of technology 
providers. Responding to 
user questions, Novo defines 
machining sequences, selects 

and ranks the best tools, builds tool assemblies, downloads 
CAD models for simulations and process planning, and 
obtains application parameters that include speed/feed 
recommendations and inventory availability - all in minutes.

Tooling recommendations can be further optimised for a 
customer’s specific machines and conditions.

For more information contact Widatech on  
TEL: 087 150 3266, email: info@widatech.co.za or  
visit www.widatech.co.za

Latest Widia Novo available
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The Victor Vturn-
26HD has long been 
a favoured option 

among manufacturers 
looking for a mid-sized 
turning center that delivers 
power, precision and 
uncompromising levels 
of reliability. Now, Victor 
CNC has added to this line 
with the arrival of the new 
Vturn-S26 (CM).

Complementing the 
existing Vturn-26 HD and 
VT-A26CM, the new arrival 
has been re-engineered 
to provide a host of new 
features that include 
the option of a servo-powered C-axis to offer driven tooling 
stations. This new facility gives end users the option of the 
cost-effective 2-axis Vturn-26HD workhorse or the equally 
cost-effective, more flexible 3-axis Vturn-S26.

The foundation for the new Vturn-S26 is a large sturdy 
single-piece slant-bed. The single-piece construction 
eliminates the possibility of coolant leakage whilst the 30° 
design lowers the center of gravity to enhance rigidity and 
performance. In addition, this innovative new configuration 
provides a large swing diameter that enables end-users to 
load larger billets. The performance of the new Vturn-S26 is 
encapsulated in its 18/24m/minute rapid feed rates and high 
thrust force of 1441kgf that reduces chip-to-chip times and 
ensures that productivity levels are optimised.

Further contributing to the productivity level of the 
Vturn-S26 is the 12-station live tooling turret. The BMT-
65 turret has an indexing time of just 0.8 seconds whilst 
the powerful 4.5kW motor delivers live tooling speeds of 4 
000rpm with high levels of torque, rigidity and repeatability 

generated from Victor 
Taichung’s own turret 
configuration.

Despite its nimble and 
productive performance, the 
Vturn offers a high spindle 
output of 22kW with 574Nm 
that permits heavy-duty 
cutting under the most 
challenging conditions and 
materials. Surface finishes 
and tool life are optimised 
with the high rigidity and 
machine stability that are 
the hallmark of the Victor 
CNC brand. The machine has 
a weight of 6,130kg, thanks 
to the Meehanite casting 

and heavy-duty boxways that are 64mm and 80mm in X and Z 
respectively.

The latest addition to the Victor CNC stable has an 
increased swing over the bed of 600mm compared to the 
520mm on previous Vturn-26HD models and this increases 
the maximum turning diameter from 410mm to 430mm. 
The new machine also incorporates the latest Fanuc 0iTF 
CNC control with a large 10.4 inch colour screen display 
and intuitive manual guide, hydraulic chuck, programmable 
tailstock, chip conveyor, hand wheel, tool-holders, coolant 
flush on Z-axis cover and a three-step warning light.

For end users looking to upgrade to this compact new 
machine, Victor CNC can also offer a host of optional 
accessories that include a manual or auto tool presetter, 
part catcher, power-chuck, high pressure coolant, bar-feed 
interface, auto-door, tailstock center and of course the C-axis 
configuration. 

For further details contact Victor Fortune on  
TEL: 011 392 3800 or visit www.victor.co.za

New mid-size turning center  
from Victor CNC

Major product launches by Sumitomo Electric Hardmetal 
at recent international machine 
tool shows in Japan, Germany and 

the USA featured developments in Cubic 
Boron Nitride (CBN) and poly-crystalline 
Boron Nitride (PCBN) for hard turning, along 
with new milling inserts and drill range 
extensions. 

Developed using a totally new direct-
conversion sintering method, Sumitomo’s 
Sumiboron NCB100 is said to offer a 
breakthrough for turning high-specification 
hard-to-cut materials by giving up to 
50-times greater insert life than traditional 
carbide inserts. 

The high-stability NCB100 features an ultra-hard ‘binder-

less’ PCBN that is produced using grains - just a few tens of 
nano-metres in size - that are directly bonded 
to each other. 

Also featuring Sumitomo’s binder-less 
technology for turning applications was its 
NPD10 and DA90 inserts. 

NPD10 is targeted at the high-precision 
machining of tungsten carbide, as well as 
hard and brittle materials. 

DA90, which has greater levels of stability 
due to its larger poly-crystalline diamond 
particles, is designed for rough machining 
cemented carbide, as well as other hard and 
brittle materials. 

For more information contact Carbide 
Solutions and Innovations on TEL: 011 392 2000

Sumitomo’s Sumiboron NCB100 






