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One of the stories in International News in this 
issue is about the MPI Disruptive Technologies 
in Manufacturing Study. A press release about 

the report says that the study surveyed more than 
400 executives at manufacturing companies around 
the globe and found that 88 per cent report that their 
industries and markets are vulnerable to disruptive 
technologies (29 per cent “extremely vulnerable” and 
59 per cent “somewhat vulnerable”). 86 per cent report 
that their own companies are vulnerable to disruptive 
technologies (23 per cent “extremely vulnerable” and 
63 per cent “somewhat vulnerable”). At the same time, 
these leaders have high hopes for new technologies 
along with concerns about how they will implement 
them.

The press release goes on to say: “With so much at 
stake - and with so much executive worry and hope - you might imagine that these leaders 
would have strategies in place to evaluate and implement emerging technologies at their 
firms. Yet less than half (49 per cent) have a company-wide strategy to evaluate emerging 
technologies. And a full 20 per cent are just now starting to develop such a strategy.”

“It’s time to push the panic button,” the report continues, “if you’re not yet taking a 
look at how emerging technologies will change your company’s manufacturing future.”

“Fortunately, the MPI study provides additional insights into where manufacturing 
executives see the most opportunity from emerging technologies, the issues and 
investments associated with adoption, the extent of implementation across industry, and 
the performance outcomes driven by emerging technologies.”

In October 2018 I visited EuroBLECH 2018 in Hannover, Germany where there was a 
big emphasis by exhibitors on digitalisation, artificial intelligence (AI) and Industry 4.0. I did 
not expect anything less at JIMTOF 2018 (Japan’s leading machine tool exhibition), which 
I visited shortly after EuroBLECH 2018, especially as the theme for the exhibition was 
‘Connected by technology for the future’.

However, two of my takeaways from JIMTOF 2018 were: ‘Machine tools with new 
functions and structures’, one of the topics at the conference, and the collaboration 
between man, robots and machine tools – advancing automation.

The conference aside, the most noticeable aspect of JIMTOF 2018 was the use of 
robots in various situations, both with man and machine in attendance. Why, you ask, 
because robots have been around for some time in the machine tool industry. The answer 
is: Full automation with robots is a must going forward if companies want their Smart 
Factories to operate at maximum performance and productivity. The collaboration between 
robots, man and machine tools has therefore attracted much attention in recent years. As 
have humans working together with robots in factories. Many tasks on the shop floor can 
now be automated by using robots, which will help to reduce work-related losses as well as 
contribute to the bottom line.

The upcoming EMO 2019 – the world’s leading international machine tool exhibition 
due to take place in September 2019 – is going to reveal a whole host of innovations, 
including new ways of how man, robots and machine tools will collaborate in the future. The 
automation of various production processes with robots is going to intensify and machine 
tools in the future will be designed on the assumption that they are used with robots. 
Cobots are generally used in conjunction with people and use sensor technology to avoid 
harming people in the same work area. However, at JIMTOF 2018 there were a couple 
of examples on show where they were mounted on an AGV for machine tending. I have 
already been told that Mazak and Yaskawa have teamed up to give an example of how the 
cobot, AGV and machine can collaborate to increase automation and reduce labour.

Manufacturers will continue to need conventional robots with safety guarding to 
prevent people from entering the robots’ work area, especially when applications call for 
high speed or payload capacity, but there are more applications being developed. 

To find out about these and many other technological 
developments put it on your bucket list and turn it into at 
least a once in a lifetime visit. In fact - make EMO 2019 a 
must visit.

EDITOR’S   COMMENT

Damon Crawford
Online Editor

Make it a must visit – EMO 2019
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Viewpoint of Dave McMorran, Business Development Manager at Iconics

On-premises or the Cloud:  
Which makes more sense?

So you have finally decided to start your digital 
transformation. You have seen the benefits around 
digitising your operations. By connecting your disparate 

systems, you can start seeing what is actually happening in 
your plant and become more efficient. And not just in one 
plant, but in multiple plants.

You know you can reduce energy, waste, and save time. 
Just think about what you could do if you could collect and 
analyse data as well as command and control the plants. You 
know that if you do not take this step, you are going to be left 
behind and that could be at your own peril.

Where do you start?
I have been working with manufacturers lately on how to 

design the best system in a manufacturing plant. They want 
to get data from all their plants, but the plants have different 
systems and are situated all over the world. The discussion 
starts with what kind of data wants to be observed, but it 
quickly moves to what needs to get into the architecture of the 
system and what makes sense based on security, availability 
and functionality.

We have implemented on-premises or local installations 
for many years. That is the tradition. But is that the best 
architecture? The cloud is a clear alternative. But what about 
security and availability?

Let’s take a look at the pros and cons of each type.

On-premises/local installations
We are all comfortable with this type of architecture. That 

is how manufacturers have implemented systems for decades. 
The systems are secure (or thought to be) and available.

The pros include security, network availability, and 
independence. You wouldn’t be dependent on outside 
networks and equipment.

The cons include ending up with islands of information, 
higher maintenance costs, blocked access to information 
when outside of the network, and restricted expandability.

Cloud installations
Cloud computing is not new. Most of us are using cloud 

computing now with email and storage. There is convenience 
to cloud computing, and it is very cost effective.

The pros include lower IT costs, easy expansion of cores, 
memory and drive space, the availability of pay-as-you-go 
services, lower maintenance requirements, wide availability 
(anywhere, as long as the network is available), the possibility 
of connecting multiple locations and the availability of 
analytics tools (business intelligence, predictive maintenance, 
machine learning and artificial intelligence, for example).

The cons include concerns over data security and hacking, 
and the possibility that lack of network availability may stop 
production.

Instead of seeing this as a case of either/or, let’s look at a 
hybrid model.

The command-and-control function could be located 
on-premises. This could still be accessed remotely if the 
application requires this. That way, any network loss to 
the cloud would not shut down the plant. Then the vast 
amount of data that you are collecting can be stored in the 
cloud to relieve the burden on IT and equipment. The data 
is then accessible remotely and you have access to all the 
tools provided by cloud services. The expandability in Cloud 
computing allows you to start small and expand without having 
to bring in new equipment.

Manufacturers should consider the hybrid model to get the 
best of both worlds by using Cloud and on-premises models. 
This provides the flexibility and security that manufacturers 
need to implement their digital transformation.

Today’s networks, software, and devices allow for very 
flexible architectures. Data, analytics and visualisation can be 
stored locally and remotely. Multiple plants can be securely 
connected, and data aggregated.

Every plant is different, so you need to find the right 
balance of local and Cloud platforms. When you are choosing 
a platform to collect and visualise data, make sure the system 
has the flexibility to meet your particular requirements.

VIEW   POINT
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CoroBore BC from Sandvik 
Coromant is easier to order and less 

expensive than engineered tools
Latest boring cutters offer up to four operations in a single tool.

INDUSTRY   NEWS

cover story



Cutting tool and tooling system 
specialist Sandvik Coromant 
is introducing its CoroBore® 

BC (Boring Combination) range 
of solutions, which comprises 
Tailor Made tools for high-volume 
applications. Using CoroBore 
BC it is possible to perform 
different operations such as semi-
finishing and chamfering with a 
single tool. Manufacturers set to 
benefit include those serving the 
automotive, general engineering and 
construction equipment sectors.

 CoroBore BC offers a quick 
and easy alternative when 
standard tools do not match up 
to specific requirements, but 
the cost and delivery time of a 
specially engineered solution are 
prohibitive. The process is fast 
as Sandvik Coromant personnel 
utilise an online programme that 
automatically creates the tool 
and provides price and delivery 
information.

 “The productivity advantages 
offered by CoroBore BC tools are 
based on eliminating unnecessary 
tool changes and reducing cycle 
times,” says Jenny Nilsson, 
Global Product Manager, Sandvik 
Coromant. 

“Among the many strengths of 
the new solution is the capability to 
offer these benefits at much shorter 
notice, thanks to an automated 
design and quoting process. The 
Sandvik Coromant representative 
simply goes through the required 
operations and parameters with 
the customer, and enters the 
parameters via a web-based design 

interface. Once this is complete, the 
system instantly produces the tool 
design and quote.” 

 Thanks to the various CoroBore 
BC options offered, a wide range 
of multi-step boring applications 
can be performed. Indeed, 
customers can choose from up 
to four machining operations in 
a single tool (a maximum of two 
cutting edges per operation). 
Cutting diameters range from 20 
to 200mm, while tool length can 
be up to 400mm, depending on 
the coupling size. Coupling options 
include Coromant Capto®, HSK 
Form A and ISO 9766, as well as 
ISO/Mas-BT/Cat-V tapers. The 
wide range of supported coupling 
models and sizes usually enables 
direct integration with the machine 
interface, thus eliminating the need 
to use a separate basic holder.

 CoroBore BC insert-carrier 
solutions use CoroBore cartridges. 
Compared with fixed insert pockets, 
this configuration enables easy 
and efficient cartridge changes. As 
standard stocked items, both the 
insert and insert carrier are easily 
replaceable at short notice.

 The cartridges come in three 
configurations: Radially and axially 
adjustable; Axially adjustable only 
and non-adjustable. All cartridge 
options are equipped with high-
precision coolant nozzles capable 
of using coolant pressures up to 80 
bar (1160 PSI), a unique benefit in 
tailored multi-step boring tools.

 In addition to standard ISO 
inserts, CoroBore BC boring tools 
can be fitted with proprietary 
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CoroBore 111 inserts, which come with optimised grade 
options for medium and rough boring. All in all, the Sandvik 
Coromant insert programme offers productive geometries and 
grades for all types of materials and boring operations.

 Ultimately, the unique benefits of CoroBore BC present 

machine shops with an option to receive a tool in a reduced 
lead-time in comparison with an engineered tool – and at a 
more attractive price point.

For further details visit www.sandvik.coromant.com/en-gb/
products/corobore_bc/

Customers of Sandvik Coromant can now customise 
a cutting tool online without having to speak with a 
company sales representative. As a result, the time to 

place an order for customised tooling solutions is reduced 
substantially, which in turn reduces overall tool delivery time.

 Many manufacturers can benefit from using cutting tools 
that are not available “off the shelf”. The most common 
example is when a specific, non-standard hole diameter 
is specified. Producing such a feature typically entails an 
initial drilling operation followed by boring to the required 
size. However, by applying a small modification to an existing 
off-the-shelf drill, the manufacturer could create the hole 
according to specification using just one drill.

 Previously, the process of quoting and ordering 
customised solutions had only been available either by 
downloading, completing and sending a physical form, or with 
the assistance of a Sandvik Coromant sales representative. As 
of April 1st 2019, however, any registered Sandvik Coromant 
web user can log in and start using the newly developed 
feature in their browser for free. The user can click through 
a few guided steps to customise a standard cutting tool to 
match specific requirements. In the final step of the process, 
the user simply places the order.

 “The world of manufacturing is changing, with increasing 
need for greater flexibility in tooling,” says Brian Davis, 
Manager Global Sales Processes, Sandvik Coromant. 
“This trend also impacts on cutting tool suppliers. Offering 
customised cutting tools demands the development of 
advanced processes, and making this customisation option 
available to all our customers is a bold move, but one we 
know offers multiple benefits.”

 Clearly, a faster tool customisation process translates 
directly into faster tool delivery, all without losing time in 
conversation with sales representatives.

 Further advantages include the availability of a larger 
number of products on the web (beyond standard products), 
while there also exists new potential to review any customised 
products sent via the sales representative.

 As well as drills, the new online service applies to parting 
and grooving, milling and tooling systems products.

 For more information visit www.sandvik.coromant.com/
en-gb/products/pages/customised-tools.aspx

You can also 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

Web users can customise tools using new online service
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As part of its turnaround strategy, Denel is looking to 
halt production of historically loss-making A400M 
components for Airbus.

In a statement issued on 30 March, Denel said it had 
reached a mutual agreement with Airbus to transfer the 
manufacturing of aircraft parts for the A400M military airlifter 
out of Denel, subject to fulfilling applicable legal prescripts.

Danie du Toit, the Group Chief Executive of Denel, 
said that in light of Denel’s ongoing strategic review of its 
operations, the two companies agreed that the continued 
manufacturing of aircraft parts by Denel is no longer 
sustainable in its current form. Alternative options are now 
being considered between the two parties.

“Denel and Airbus continue to collaborate in other areas 
and intend to build, expand and strengthen their strategic 
industrial partnership,” Denel said.

South Africa decided to join the A400M programme in 
December 2004 with an order for eight aircraft. As part of 
offsets, Airbus transferred skills and technology to enable 
Denel to design, develop and manufacture the A400M 
wing-to-fuselage fairing and top shells. Additional A400M 
work packages were subsequently awarded to Denel 
Aerostructures (as it then was) for the vertical tail-plane’s 
ribs, swords and spars, the cargo deck floor ISO locks and 
the central guide vertical restraint system. These items are 
manufactured at Denel Aeronautics in Kempton Park.

In its latest annual report, for the 2017/18 financial year, 
Denel said the Airbus contract was historically loss-making 
and the Department of Public Enterprises (DPE) indemnified 
these losses up to R1.6 billion. Denel said it was unable 
to meet all its major A400M deliverables for the 2017/18 

financial year, due to liquidity challenges. Of the contracted 
22 wing-to-fuselage fairing and top shell contracted ship 
sets, Denel delivered 14 and 18 respectively. Denel was also 
unable to fulfil its contractual commitments on the ribs, spars 
and swords and cargo-hold system work packages in the last 
financial year.

The total programme value of the five work packages 
amounts to R3.6 billion and revenue of R321 million was 
recognised during the 2017/18 year.

Denel Aeronautics recorded earnings before interest and 
taxation (EBIT) of R215 million for the 2017/18 financial 
year, compared with a loss of R83 million for the 2016/17 
financial year. It has 1 024 employees and contributes 18% 
of the Denel Group’s revenue.

Renegotiating the A400M contract is part of Denel’s 
turnaround strategy to reposition the company and return it 
to profitability. Denel made a R1.7 billion loss in the 2017/18 
financial year. Under its new strategy, the company is 
planning on exiting non-core areas of activity, divesting from 
non-viable core business areas and focussing on viable core 
business activities that will lead to long-term sustainability 
as well as repositioning the core viable business areas to 
leverage capital and market access; and focus on export 
opportunities through strategic equity partnerships and joint 
ventures.

“The board has taken far-reaching steps to restore good 
corporate governance. We have a new and experienced 
management team with executive positions being filled. We 
have a new strategy and a management structure approved 
to stabilise Denel and achieve long-term growth,” Du Toit said 
recently.

Denel and Airbus have reached a mutual agreement to transfer the manufacturing of aircraft parts 
for the A400M military airlifter out of Denel, subject to fulfilling applicable legal prescripts.

Denel looking to stop manufacture  
of A400M components
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Bystronic 
Laser AG, a 
Switzerland-

based company 
that develops 
and sells systems 
for processing 
sheet metal, has 
announced that it 
has opened a fully 
fledged subsidiary 
in South Africa, thus 
demonstrating its 
confidence in the 
local market while 
also looking to the 
future.

“Sales of the 
Bystronic products 
in South Africa have 
risen dramatically 
over the last few 
years, particularly 
over the last three 
years, and if we 
look forward at the 

potential over the next few years, taking into account the 
market information we have on hand, we believe the trend 
is going to continue notwithstanding some trying economic 
times,” explained First Cut’s current Managing Director 
Andrew Poole.

“The consequence of that is that the programme has 
become so substantial that the size and the scale of it makes 
a significant impact on First Cut’s business from a funding 
standpoint, as well as changing the culture and dynamic of 
the business to such an extent that we had to make some 
decisions. But primarily, it became apparent to myself and 
fellow directors at First Cut, that the funding of this potential 
growth and programme going forward, would put the company 
into a stressful situation,” continued Poole.

“When you 
consider that we 
as First Cut have 
more than doubled 
Bystronic’s footprint 
in South Africa 
over the last three 
years, it puts it into 
perspective the 
size of the financial 
situation we have 
been dealing 
with and this is 
scheduled to get 
even bigger,” said 
Poole.

“We firmly 
believe that this 
strong growth is 
a direct result of 
Bystronic being 
one of the first to 
offer a fiber laser 
cutting product that, 
from a technology 
perspective, was 

ahead of the rest. They were the first to offer a 6kW fiber 
laser and subsequently followed it up with the 10kw and the 
12kw machines. As IPG’s biggest customer worldwide they 
have been at the cutting edge of not only Bystronic technology 
but also IPG technology. These factors allowed us to drive 
sales as fast as we did,” commented Poole.

Transition from CO2 to fiber
“The transition from CO2 to fiber was significant and 

encompassing, allowing Bystronic to be at the forefront of 
the technology, to the point now that Bystronic no longer 
manufactures any CO2 machines,” explained Philipp Burgener, 
Managing Director of Bystronic Sales AG and responsible for 
the new entity, which will be known as Bystronic South Africa.

Bystronic opens  
South African subsidiary 

Looks to the future and expresses confidence in South Africa, while at the same time conveying 
the importance with which it regards the local market and customers.

“The second win for customers will be the access to spare parts, particularly when it 
comes to big ticket items. There will always be accessibility, logistical and warranty 
problems for agents, which ultimately lead to extra costs, downtime and frustrations 
for customers. Again, the direct subsidiary situation will eliminate all these problems 

and allow customers to have access to a wider range of spares in a much shorter 
period,” explained Andrew Poole

Andrew Poole and Philipp Burgener
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“The significance of this technology 
implementation at Bystronic is that, 
despite operating in a market that 
has contracted in South Africa, it has 
allowed First Cut to gain the majority 
share of first time entrants into 
the market and to make Bystronic 
equipment their brand of choice. 
Secondly, it has also allowed them to 
convince and convert existing laser 
machine users from another brand to 
the Bystronic brand when they have 
expanded on their existing capital 
equipment purchases, and as a result 
they have had a very high conversion 
ratio,” continued Burgener.

“If you look at those two reasons, we 
believe the same trend will continue in 
the South African market over the next 
three years,” commented Burgener.

“First Cut has always had an open 
and transparent relationship with 
Bystronic and I explained our concerns 
and the situation to senior management at Bystronic in 
Switzerland. Their response was very interesting in that they 
said they had been watching their South African market grow 
and it had become apparent to them that, even in their terms, 
the South African market was substantial enough to warrant a 
direct and significant investment into the country,” explained 
Poole.

“Officially the subsidiary has been active since 1 April 
2019 and in a few months Bystronic South Africa will operate 
as a full subsidiary in its own home here in Johannesburg. 
There will be a movement of 30 staff from First Cut to 
the new company and these include management, sales, 
software, marketing, service and administration. During the 
transition these staff will continue to operate from the First 
Cut offices and Andrew will continue as the Managing Director 
until someone is appointed. This is to ensure that there is 
a smooth handing over and that there is no disruption to 
customers businesses during this period,” explained Burgener.

“Additionally, our senior staff will be made up of people 
that have extensive knowledge of our products. This includes 
Gareth Jackson, Maurice Zermatten and Hannes Pretorius 
on the sales side, Steve van Wyk on the administration side, 
Chris van Aswegen as the Service Manager and Joanne 
Canossa for marketing and public relations,” continued 
Burgener.

Win-win for customers
“Bystronic have made a significant investment in the 

South African market and it demonstrates our confidence in 
South Africa while at the same time conveying the importance 
with which the company regards the local market and 
customers,” said Burgener.

“With this direct investment there are numerous 
advantages that will be directly beneficial for customers 
as compared to the agent and OEM relationship that has 
existed in the past. Noticeable changes going forward will 
be in the area of communication, whereby an agent has to 
follow a certain protocol in terms of problem identification and 
problem solving. This can be frustrating and time consuming. 
In the environment of a direct subsidiary this protocol now 
falls away and will allow access to information a whole lot 
quicker,” said Poole.

“The second win for customers will be the access to 
spare parts, particularly when it comes to big ticket items. 

There will always be accessibility, logistical and warranty 
problems for agents, which ultimately lead to extra costs, 
downtime and frustrations for customers. Again, the direct 
subsidiary situation will eliminate all these problems and 
allow customers to have access to a wider range of spares in 
a much shorter period,” continued Poole.

Going forward with First Cut
“Although First Cut will be losing some critical and key 

staff, who will now be employed by Bystronic South Africa, we 
will continue representing our other internationally recognised 
OEM manufacturers such as Messer Cutting Systems, 
BLM, Voortman, Timesavers and Everising. These global 
manufacturers cover areas such as plasma, oxyfuel, and 
large-plate processing equipment, tube and pipe manipulation 
machines, automated structural steel processing machines, 
surface treatment and mid to large size band saws and 
circular saws,” explained Poole.

“Bystronic Laser AG specialises in manufacturing high 
technology sheet metalworking machinery, notably flat-bed 
laser cutting machines, tube laser cutting machines, material 
storage automation and pressbrakes. So, there will be no 
conflict of interest for the two companies going forward,” said 
Poole.

“Additionally, First Cut will continue to strengthen its 
consumables division, which the company was founded on. 
We employ close to 250 staff in the rest of the company and 
have a solid base of manufacturing and distribution of hack 
saws, band saws, bow saws, butcher saws and various hand 
tools, that we supply,” continued Poole.

“A new dimension that has been added to the business 
recently is the manufacture of welding electrodes. This 
complements our representation of Messer Cutting Systems 
as they will be manufactured under license to Messer and the 
electrodes will be branded with the Messer name.”

“From our perspective there are a number of international 
companies that are deserting South Africa. What Bystronic 
have done is the exact opposite. They have taken a view of 
the South African market and made a substantial investment 
into the country. This is a strong indication of how they want 
to treat their customers, and potential customers, in the 
future. They, the customers, should have the confidence that 
Bystronic regards the local market as important to them,” 
Poole concluded.
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Judging from recent activity, the company has been making 
good on its commitment to make whatever strategic capital 
equipment investments are necessary to improve service 

to customers.
Matthew And Son Engineering, a Sebenza Gauteng-based 

general engineering machine shop that specialises in CNC 
multi-axis machining and milling, has recently invested in a 
new Doosan DNM 750L II CNC vertical machining center that 
was supplied by Puma Machine Tools. 

The family-run company that is nearing the beginning of its 
fifth decade in business has seen change in more ways over 
the last 24 months other than just on the operational side. 
Matthew Mayhew Jnr’s vision of taking the company to new 
levels of efficiency and the resulting quality improvements, 
has seen the company grow substantially with investment in 
new equipment and alterations to its factory space so as to 
improve the flow of material handling and product despatch. 
As a result, the whole factory needed some attention, from the 
floors to the workflow. This is a massive task as production 
and deliveries cannot stop while you move and renovate.

“We do not have long lists of clients on our books, but 
those that we do count as our regulars have recognised 

what we have achieved and we are now machining more 
components for them. We are machining components for 
some large corporates that are involved in the mining, rail 
transport, automotive, water and paper industries. The 
number of components that we machine has trebled and 
accordingly turnover has gone up. However, the new projects 
that we are getting involved in are what really interest us,” 
said Matt Mayhew (Matthew Mayhew Jnr.)

“For example, we recently won a contract to machine 
five different components for the rail transport industry. 
This contract is for five years and requires that we invest in 
another CNC lathe, but with bigger specifications.”

“We did that when we purchased a Doosan Puma 5100 
XLMB CNC turning center that can accommodate components 
up to 3 000mm in length and 650mm turning diameter. The 
machine also has a milling function and a bigger motor than 
what is normally supplied with this machine. Besides other 
components we are machining components that make up 
the new contract from solid bar. When the bar arrives on the 
floor, they weigh 205 kilograms and once we have finished 
machining the component has been reduced to 47 kilograms.”

“Up until the installation of the Doosan Puma 5100 XLMB 

New Doosan vertical machining  
center cuts production time at  
Matthew And Son Engineering

Matthew And Son has recently invested in a New Doosan DNM 750L II CNC vertical machining center that was supplied  
by Puma Machine Tools 
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CNC turning center we only had the capability of machining 
up to 1 320mm length on our other four Hyundai Wia CNC 
lathes. This machine has more than doubled our capabilities 
in turning operations.”

New Doosan DNM 750L II CNC vertical machining center
“Over and above increasing 

our capabilities and capacity 
the new lathe also acvhieved 
the company’s initial goals 
of improving cycle times and 
throughput when we purchased 
it. Such were the improvements in 
these areas it forced us to look at 
our milling capabilities. We were 
vulnerable in this area as we only 
had one Hyundai Wia CNC vertical 
machining center. Although the 
machine has a dual table fixture 
and 4th axis we were limited by 
the table size of 1 200mm by 
500mm and a maximum load of 
800 kilograms.”

“All we needed was for this 
machine to have a breakdown 
and we would not have an 
alternative. So besides buffering 
our risk we needed to address the situation of capacity and  
capability as we had received increased orders for one the 
components for one of our rail component contracts.” 

“We specifically needed to look at capacity in terms of 
the base plates that we are required to do shoulder and 
face milling operations on, as well as high feed interpolation 
of holes and engraving. The average weight of the plate 
components we are producing is 100 kilograms.”

Four up component machining 
“The large-capacity heavy-duty Doosan 3-axis vertical 

machining center has travels of 2 160mm by 762mm by 

650mm, a table size 2 160mm by 760mm, XYZ capacity 
of 2 160mm by 762mm by 650mm, has a 30-position 
tool changer magazine and a spindle power/speed up to 
28kW/12 000rpm. This will allow us to machine four base 
plates in the same cycle, which increases our capacity 

by 300%. Not only does it increase our 
production capabilities and capacity but 

it will also save time on handling and 
loading of components.”

“We have also recently installed 
a Kasto bandsaw that has a 320mm 
diameter cutting capacity.”

Renovating the factory
“We had previously done some 

renovations but with the acquisition 
of this new equipment we had to do 
more renovations. We are now adding a 

further 400m² of floor space and with the 
rearranging of the various departments 
including our welding department we 
will be able to have the virtual optimum 
of material flow without investing in 
automation.” 

“The renovation also includes 
the installation of three 3-ton 

overhead cranes as well as making the factory space as 
atmospherically controlled as possible without sealing off the 
whole factory space.”

“While we hear of companies cutting shifts, and of others 
slashing jobs, we have been investing in new equipment 
to increase production and capacity and peering into every 
corner of our operations to seek ways of eliminating wasted 
time, motion and energy. The results? Increased throughput, 
a well-organised shop floor and our employees are energised 
and invested in the company’s success.”

For further details contact Matthew And Son on  
TEL: 011 609 5603 or visit www.matthewandson.net

Matthew And Son have recently won contracts to machine and 
supply components for the rail transport industry. These solid bars 

will be machined on the company’s Doosan Puma 5100 XLMB 
turning center

 The new Doosan DNM 750L II CNC vertical machining 
center will allow Matthew And Son to machine four 
base plates in the same cycle, which increases the 
company’s capacity for this component by 300%  
as well as saving time on handling and loading  

of the component

Matthew And Son has also recently installed a Kasto bandsaw that 
has a 320mm diameter cutting capacity and was supplied by 

Retecon Machine Tools
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Hypertherm is 
pursuing legal 
action against 

four manufacturers and 
distributors of counterfeit 
product in China. This 
action is the result of 
four separate raids, the 
arrest of five executives, 
and the seizure of tens 
of thousands of dollars of fake Hypertherm consumables. 
Hypertherm is concerned about the impact and safety risks 
of counterfeit product for its customers and their businesses. 
That is why the company is committed to disrupting the 
illegal manufacture of products that adversely impact the 
performance of its systems.

The action, conducted late last year in China’s Changshou 
province, involved two of the world’s largest manufacturers 
of counterfeit product and their principle distributors making 
this the biggest anti-counterfeiting operation in Hypertherm’s 
history. The raids followed more than a year of investigative 
work and the involvement of law enforcement from two 
Chinese provinces. In addition, police were able to seize 
a list of companies conducting business with the illegal 
manufacturers.

“Like nearly all companies, Hypertherm is concerned 
about the impact and safety risks of counterfeit product 
on our business and 
customers and is 
committed to disrupting 
the illegal manufacture of 
products that adversely 
impact the performance 
of our systems,” 
said Brett Hansen, 
Hypertherm’s Intellectual 
Property Manager. 
“Our consumables 
are manufactured to 
strict specifications 
and often contain 
patented technologies 
that are difficult to 
correctly replicate. As a 
result, customers who 
unknowingly purchase 
these counterfeit 
products will not achieve 
the same consumable life or performance as the genuine 
product and are at risk.”

To ensure you do not fall victim to counterfeiting, 
Hypertherm recommends customers only buy product from 
approved and authorised distributors, and exercise caution 
when coming across abnormally low prices for “genuine” 
consumables and software especially when purchasing online. 
In addition, carefully check the appearance of consumables 
and packaging for discrepancies. Though counterfeiters 

are often very good at 
mimicking the exact 
appearance of original 
products, mistakes are 
sometimes made. Another 
warning sign is poor or 
inconsistent consumable 
performance compared to 
what you are used to.

Protect your investment! 
Choose genuine torches and consumables for your 

Hypertherm plasma cutting system and keep your system 
running at peak performance. Here’s why:

Patented technologies – Every day, Hypertherm engineers 
are working on new ways to improve the plasma cutting 
process. Thousands of hours of engineering time focused 
solely on plasma consumable technology guarantees the best 
possible cutting performance from your system.

Synergistic design – Hypertherm systems and 
consumables are designed to work together. System 
features and consumable designs are matched to optimise 
performance and reliability – to give you the best possible cut, 
over the longest service life.

Critical to function engineering – Hypertherm engineers 
identify the critical features of each consumable part that 

will have an impact on 
cutting performance, 
and design accordingly. 
The specifications for 
these features are held 
to tolerance ranges that 
exceed even Six-Sigma 
quality standards.

Highest quality 
– Investments in the 
most current quality 
systems, state-of-the-art 
manufacturing facilities 
and intensive machine 
operator training ensure 
that every consumable 
part that you receive from 
Hypertherm will perform to 
your highest expectations.

A list of the authorised 
distribution partners is 

available on Hypertherm’s website at www.hypertherm.com/
where-to-buy/. If you suspect you are a victim and need help 
verifying whether your consumables are genuine, please visit 
www.hypertherm.com/customer-support/getting-the-most- 
from-your-products/counterfeit-consumables/?region=EMEA  
to submit a report or learn more.

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

Hypertherm seizes  
tens of thousands of dollars 

of fake product in China
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“It’s hard to 
imagine 
achieving optimal 

tube and pipe cutting, 
whether the finished 
parts are round, 
square or rectangular 
in shape, without 
lasers. Laser systems 
have revolutionised 
the process of tube 
cutting, especially 
when cutting complex 
shapes. This type of 
machine requires 
a significant initial 
investment, especially 
if your investment 
is in best of breed 
equipment with all the 
optional extras thrown 
in. However the benefit 
is in how it speeds 
up the manufacturing 
process and reduces 
waste and scrap for 
our customers,” says 
Grant Mackenzie, a 
Director at Qinisa Steel 
Solutions.

“If one wants 
to introduce a 
fully automated 
manufacturing process 
one needs to start 
with good quality tube, 
followed by accurate 
tube laser cutting 
in order to reap the 
benefits of advances in 
robotic welding, quicker 
assembly times and 
other enhancements 
that make downstream 
manufacturing more 
efficient.” 

“Fabricating 
metal components 
today using the same 
approaches and 
technology from 10 
years ago is a time, 
power and labour-
intensive exercise.” 

“Our new fibre laser 
technology introduces 
efficiencies to the 
fabricating process 
and we work closely 
with companies to look 
at how these can be 
used in their unique 
manufacturing process. 
In Europe where power, 
labour and rental 
footprint is expensive, 
manufacturers have 
embraced tube 
laser processing to 
maximise profitability 
and stay ahead of the 
competition through 
cost savings and new 
design innovations.”

 “The value of our 
fiber tube laser to our 
customers lies in its 
clean, accurate cuts, 
the high processing 
speeds and the fact 
that it can cut reflective 
surfaces including 
mirror finish stainless 
balustrades. In addition 
it assists downstream 
manufacturing 
processes through 
clever jointing options 
and greater accuracy 
aided by its steel 
marking function. 
This allows for quicker 
final assembly, doing 
away with complex 
welding jigs, and 
results in significant all-
round savings for our 
customers.”

“We established 
Qinisa Steel Solutions 
five years ago and 
are becoming known 
as a specialist tube 
laser business. All our 
machinery investments 
have been towards tube 
and section processing. 
We do not compete 

Optimising your tube cutting  
experience at Qinisa Steel Solutions

Investment in fiber laser tube cutting machine allows parts to be made faster,  
cleaner and with greater accuracy. 

A demo sample of what can be done at Qinisa Steel Solutions

 The BLM tube fiber laser at work 



with the flat laser market hence we 
are growing our interaction with other 
service centres across the country who 
supply us with niche tube laser cutting 
work.”

“In order for a service centre to 
entrust us with their business we need 
to achieve four things namely; Ensure 
drawings are accurate and signed 
off - this will translate into parts cut 
accurately to within 0.1mm tolerance; 
Quote quickly so decisions can be 
made; Cut the job within the lead time 
promised and; Offer specialist advice 
that ensures the value of tube laser is 
maximised.” 

“In our experience due to the BLM 
machine’s advanced software and 
consistent cutting accuracy, there are 
no translational errors between the 
CAD drawing and the finished part. 
If the drawing is correct, the tube 
laser will cut perfectly every time. 
This is why we invested in a premium 
brand laser that is locally supported 
rather than an entry-level machine. 
Due to the significant investment it is 
imperative that these machines are 
run 24/7 to ensure the unit costs stay 
competitive and hence loading the 
machine to optimum is the challenge.” A mechanical application





20   METALWORKING NEWS   V 18.2   May 2019

“We are therefore 
growing volumes through 
existing service centres 
that prefer contracting 
these enquiries out 
to specialists such 
as ourselves. Once 
they experience the 
professional service, we 
find their confidence 
levels in this new 
technology rises and 
this becomes the start 
of a mutually beneficial 
relationship.”   

“Industries that would 
typically use tube laser 
would be manufacturers 
of furniture, racking, 
HVAC (heating, ventilating, 
and air conditioning) and 
others in the automotive, 
aerospace, food and 
beverage, medical, oil 
and gas, petrochemical, 
power generation and fluid 
power industries where high volumes of tube are used. We 
cut stainless steel, aluminium, carbon steel and even copper 
and brass. Service centres typically use us when they are 
supplying their customers with flat laser cut and bent parts 
and as part of the assembly there may be a requirement for 
laser cut tubular parts.”

Other features
Jerry Govender, MD of 

Qinisa Steel adds: “Tube 
laser cutting can lend itself 
to introducing completely 
new product designs. 
Innovative and complicated 
designs are easy to process 
with the tube laser and can 
make a product stronger and 
more aesthetically pleasing, 
often reducing weight 
without sacrificing strength 
and improving the tube 
assembly process. Special 
laser-cut features that allow 
tube profiles to be bent or 
joined easily can simplify 
welding and assembly 
greatly and help reduce the 
product’s cost.”

“A laser allows us to 
cut holes, slots and unique 
geometries precisely in 

one working step, eliminating 
repeated part handlings for 

downstream processes. In one specific example, making 
a tube connection with a laser instead of sawing, milling, 
drilling, deburring and the associated material handling 
reduced the manufacturing cost by 30 per cent.”

For further details contact Qinisa Steel Solutions on  
TEL: 011 873 7000 or visit www.qinisasteel.co.za

 A component for the furniture industry

Another example of what can be done on the BLM tube fiber laser

Tube laser cutting can lend itself to introducing completely new 
product designs
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Growth is set to be bigger after 2021 when government 
policy demanding more than 50% local content kicks in.
Promising growth in demand by vehicle manufacturers 

for South African made automotive components cannot hide 
underlying challenges faced by the local components industry, 
says Dave Furlonger writing about a report in Business Day.

The report, by B&M Analysts, was commissioned by 
the National Association of Automotive Component and 
Allied Manufacturers (Naacam). It shows that South African 
component suppliers grew average rand sales by 10.7% in 
real terms between 2016 and 2018.

This is well ahead of vehicle production growth. The top 
25% of suppliers grew sales by 16.5%. Average job numbers 
grew 3.5% over the period. Among leading companies, the 
figure for 2018 alone was 6.4%. Average supplier operating 
profits rose 6.2% in 2017 and 4.3% in 2018. Productivity also 
improved.

The problem with these positive numbers is that many 
of them lag behind growth rates in rival supplier industries 
in developed and developing markets. Put simply, these 
markets are improving faster than South Africa meaning local 
suppliers risk becoming less globally competitive.

That’s not good news in an industry where component-
sourcing decisions are taken in Europe, Asia and the US.

Michael Sacke, CEO of commercial vehicle manufacturer 
Isuzu SA, said: “We are all part of global ecosystems and 
purchasing decisions are made elsewhere, for the good of the 
group.”

Also concerning is that, according to the B&M report, 
fewer motor companies believe there are opportunities 
to increase purchases from current direct suppliers, or to 
commit to longer-term relationships. Despite this, Naacam 
director Renai Moothilal said: “Opportunities exist in the areas 
of supplying more of current products, supplying additional 
products in the existing range, and supplying newly developed 
products.”

Some good news
The good news for South African suppliers is that, from 

2021, the government automotive policy will require motor 
companies to increase the value of local content in their 
vehicles by at least 50%. The current industry average of 38% 
must reach 42% by 2023, then 60% by 2035.

Some in the industry want this target to be imposed 
individually on each vehicle manufacturer. “Why should I have 
to exceed 60% and drag up the average because someone 
else is lagging?” said one MD - but Sacke said the idea is 
not feasible for his company, which bought the Port Elizabeth 
vehicle assembly assets of General Motors when the US 
company divested at the end of 2017.

Isuzu SA, which produces bakkies and trucks, expects to 

build about 24 000 vehicles in 2019, the smallest number, by 
some distance, of South Africa’s seven major manufacturers.

“We simply don’t have the volumes that would make it 
feasible to undertake wholesale localisation,” Sacke said. 
“Realistically, we’ll never get local content above 30% to 
40%.” He accepts this means Isuzu SA won’t receive some 
incentives from the updated Automotive Production and 
Development Programme (APDP).

However, he says the company has an important role to 
play in the economy.

“We employ 1 000 people in the assembly plant and 
another 4 000 in our dealer network. We support 430 service 
and component suppliers and spend billions of rand every 
year. We may be small in motor industry terms but we are a 
significant player in the economy, particularly in the Eastern 
Cape.”

Components demand a  
good sign for South Africa’s 

automotive industry



Nissan has announced a R3 billion investment in its 
facility in Rosslyn, Pretoria to prepare the plant for 
production of the next generation Nissan Navara pickup. 

The move expands the role of the plant as a Light 
Commercial Vehicle manufacturing hub for Nissan. The Navara 
will join the popular NP200 and NP300 models, which are 
already built at Rosslyn and sold in the domestic market, as 
well as up to 45 pan-African countries.  

Production is expected to start in 2020 and will create 
around 1 200 new jobs directly at the facility as well as across 
the local supply chain. Depending on market conditions, it is 
anticipated Navara’s arrival will add 30 000 units to Rosslyn’s 
current annual production volume of 35 000, creating the 
need for a new, second shift at the plant.

“Africa is an essential part of Nissan’s M.O.V.E. to 2022 

midterm plan in which we aim to double our 
presence across the Africa, Middle East and 
India region. We already have a strong industrial 
footprint in Africa including plants in Egypt, 
Nigeria, South Africa and a planned facility in 
Algeria. Today’s announcement highlights the 
continuing evolution of Africa as one of the most 
important global markets. In South Africa, this 
is supported by the government’s creation of a 
stable environment for long-term investment,” 
commented Nissan’s Africa, Middle East and India 
chairman, Peyman Kargar.

The investment in Navara production will 
result in further modernisation of the Rosslyn 

plant, including a new, flexible production line and additional 
facilities, as well as training and upskilling of staff. 

Working with the Automotive Industry Development Centre 
(AIDC), a local Government agency that promotes small 
businesses in the supply chain and skills development, Nissan 
has identified 15 black-owned companies that it will support 
in step with its preparations for the new Navara. It plans to 
partner with these businesses as it ramps up production and 
increases its spending on local content. 

To date, Nissan together with the AIDC has incubated 8 
new component manufacturers and related companies from 
its Broad Based Black Economic Empowerment start up 
programme. In total Nissan has 318 BBBEE suppliers which 
make up 34% of the total number of suppliers in South Africa.

Nissan to manufacture  
Navara pickup in South Africa
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Last year Mercedes-Benz South Africa (MBSA) launched a 
600 million euro (approximately R10 billion) expansion 
of its East London plant, describing the investment as 

a vote of confidence in the country’s new direction. MBSA 
said the expansion of the plant was a sign of the carmaker’s 
commitment to South 
Africa and efforts to 
revive economic growth.

The announcement 
by Mercedes-Benz 
to inject R10 billion 
into the expansion 
of the plant for the 
manufacture of the 
new generation C-Class 
signals a positive 
momentum that 
Mercedes-Benz South 
Africa is making to 
realise economic growth 
in the Eastern Cape. 

Construction for 
the wide expansion of 
the plant is currently 
underway at the East 
London plant, equipping 
it for the production 
of the next generation 
C-Class. With the R10 
billion investment 
segments of the plant 
will be expanded, 
including a new body 
shop that is designed 
for higher capacities 
and features, laying the 
foundation for Industry 
4.0 readiness. 

For the addition 
of three lines within 
the assembly shop, 
700 tons of steel will 
be installed. Utilising 
innovative methods, 
the new paint shop 
will be increasingly 
energy efficient and 
environmentally friendly. 
Overall, the energy 
consumption per vehicle 
produced will be further 
reduced by 25% in the 
East London plant for 
green production.

“As a net exporter 
and a positive multiplier 
of the economy of the 
East London region, the 
investment provides 
us with an opportunity 
to continue writing our 
story of manufacturing 

excellence into the future. We are pleased to have hosted MEC 
Mabuyane and other key stakeholders and the opportunity 
to show the progress of our Plant expansion programme,” 
said Andreas Engling, Mercedes-Benz South Africa CEO and 
Executive Director Manufacturing.   

Mercedes-Benz South Africa  
expansion plans underway 
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In a statement issued on March 26, South African private-
sector company Aerospace Development Corporation 
(ADC) clarified that it, and not the Paramount group, was 

the original equipment manufacturer, design authority and 
manufacturer of the AHRLAC aircraft. (AHRLAC is an acronym 
for Advanced High Performance Reconnaissance Light Aircraft.) 
ADC also stressed that it was not part of the Paramount group. 
“ADC is an independent company, financially, physically and in 
law,” stated the company.

The local intellectual property embodied in the AHRLAC 
was, and would remain, the property of ADC, regulated, 
governed and protected by South Africa’s legislative and 
control authorities. “ADC has no agreement with the 
Paramount group regarding the variant of AHRLAC referred to 
by Paramount as Mwari.”

The press release was issued under the names of ADC 
CEO Paul Potgieter Jnr and MD Paul Potgieter Snr. “We wish 
to sincerely thank our many friends, colleagues, suppliers 
and associates who have all come out so strongly in support 
of our efforts to safeguard the interests of ADC, our aircraft 
AHRLAC and its team of engineers, designers and technicians, 
who have truly been successful in developing this world leader 
in the intelligence, surveillance and reconnaissance (ISR) 
domain,” they wrote.

“We subscribe to and are legally obliged to follow all the 
relevant South African and International laws,” they assured. 
“End-User identification and the appropriate approvals form 
a critical part of our lives in ensuring that the aircraft and 
its mission systems end up with legitimate customers, duly 
approved by the South African government, in compliance with 
all appropriate legislation and due process.”

This statement followed reports that the Paramount 
group’s subsidiary, Paramount Aerospace Holdings, had made 
an application to start business rescue proceedings for ADC 
on February 28. In a statement issued on March 4, Paramount 
said: “Paramount Aerospace Holdings has been engaged for 

more than five months in intense negotiations between the 
shareholders of ADC in order to ensure the sustainability of 
the company; the board has reached a deadlock. Despite 
Paramount’s best efforts to resolve the deadlock and to inject 
new capital into the business, the shareholders unfortunately 
could not reach an agreement.”

It was also reported at the time that the AHRLAC plant, 
at Wonderboom Airport, in Pretoria/Tshwane, had been shut 
down and some 140 staff sent home. They had not received 
their salaries for January and February. In their statement on 
March 26, the Potgieters stated that they had had a “positive 
response from our suppliers and industry partners”, as well as 
“great support from our staff”.

The AHRLAC is a tandem two-seat machine intended for a 
wide range of military, paramilitary, policing and civilian tasks 
and missions. The first prototype made its maiden flight in July 
2014, with the second prototype following suit in July 2017. 
The aircraft is designed to be easily reconfigured from one 
mission to another, and the bottom section of the fuselage 
takes the form of a conformal (aerodynamically integrated into 
the airframe) modular unit (or units). Switch the unit(s), and 
the role is changed. These modular units can be configured to 
carry sensors, electronics, weapons and even supplies which 
could be dropped by parachute.

The aircraft can be fitted with six underwing hardpoints to 
carry weapons. Two of these hardpoints will also be fitted to 
carry external fuel tanks. It will also be able to carry a 20mm 
cannon. The aircraft can be equipped with a self-defence 
system (decoys to distract or confuse surface-to-air missiles). 
The AHRLAC can, if required, be fitted with two Martin Baker 
Mark 16 ejection seats for its crew. The design has a high 
wing and a pusher (rear mounted) turboprop engine to provide 
its crew with maximum visibility and it will have a highly 
integrated avionics system. Its tail unit is mounted on twin 
booms, extending from the wing.

Business rescue for AHRLAC? 
Not so say developers Aerospace Development Corporation.



Toyota South Africa Motors (TSAM) has announced that 
it received a recognition award for being the most 
supportive Original Equipment Manufacturer (OEM) 

in promoting the objectives of the National Association of 
Automotive Component and Allied Manufacturers (NAACAM) 
Show.

TSAM received the award at the second iteration of the 
NAACAM Show, an event organised in partnership with the 
Durban Automotive Cluster, which was held at the Durban 
International Convention Centre from 12 to 14 March 
2019. The initiative focussed on supporting the recently 
announced South African Automotive Masterplan (SAAM) 
with the purpose of galvanising the automotive industry 
around the programme.

The show also offered an ideal platform for various 
industry stakeholders to discuss issues affecting the local 
manufacturing sector. The event was strongly supported 
by the eThekwini Municipality, the Automotive Supply 
Chain Competitiveness Initiative (Primary funders the 
Department of Trade and Industry, National Association of 
Automobile Manufacturers of South Africa, National Union 
of Metalworkers of South African and NAACAM) as well as 
Trade and Investment KZN.

TSAM’s recognition as the most supportive OEM in 
promoting the NAACAM Show’s objectives was based on 
the following targets:
• Showcase the capability of the local automotive supply 

base
• Facilitate supplier localisation opportunities at a Tier-1, 

2 and 3 level
• Facilitate technology transfer to local suppliers and 

foreign direct investment
• Enable outcomes-orientated development dialogue 

between suppliers and important stakeholders
• Promote and advance the development of Black-owned 

suppliers

The organisers of the NAACAM Show confirmed that 
TSAM had responded well to their objectives by facilitating 
the sponsorship of eight black-owned manufacturers 
to exhibit, providing four speakers to contribute to the 
conference programme, displaying 74 parts in the 
localisation exhibition as well as facilitating 24 buyer-
supplier linkage meetings.  

According to John Oliver, Vice President of Purchasing 
Product Planning & Engineering Division at TSAM, “Toyota 
is fully committed to supporting the new SAAM. The 
NAACAM Supplier show is an important event to promote 
the SAAM pillars of Localisation and Supply Chain 
Transformation. It also allows us, as OEMs, to showcase 
opportunities and also promote Tier-2 supplier capability 
and growth. For South Africa to expand localisation, it 
is mandatory to develop and expand our Tier-2 supplier 
base. This is where we will start to see a real competitive 
advantage and enable growth with sustainability for the 
future.”

Toyota receives 
NAACAM 

award
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The pace of transformation of the defence sector in South 
Africa is expected to gain traction with the gazetting of 
the Defence Sector Code, in terms of Section 9(1) of the 

Broad-Based Black Economic Empowerment Amendment Act.
The sector codes were gazetted by Minister of Trade and 

Industry, Rob Davies, who said they will also enable sector 
specific transformation of the defence industry.

According to Davies, the process of the development of 
the Defence Sector Code was made possible by the leadership 
of the Ministry of Defence and Military Veterans (DOD) as well 
as Armscor, and collaboration with industry to develop sector-
specific transformation guidelines.

“The analysis of the comments that we received during 
the 60 days public commentary period shows that there was 
general support for this sector code. Public comments and 
inputs from the commentary period did enhance the content 
of the sector code,” said Davies.

The process to develop a sector code for the defence 
sector flows from the launch of the National Defence 
Industry Council, where it was agreed that a team has to be 
established to develop a sector code.

A team which comprises the DOD, Armscor, South African 
Aerospace Maritime and Defence Industries Association 
(AMD), amongst others, was established to drive the process 
of consultation, negotiation and drafting of the sector code. 
The code is a product of that process.

“All entities operating in the South African defence 
industry, in its entirety, including national or provincial 
departments, state-owned and private enterprises will from 

the date of gazette of the sector code be measured according 
to its provisions.”

“This includes those entities providing products and 
services to the State – whether they are procured from 
local or foreign-owned enterprises, defence manufacturing 
enterprises, research and development enterprises and other 
entities, as well as any role-player and stakeholder that might 
opt in,” said Davies.

Localisation
The key highlight of the sector code stipulates that 

companies must procure at least 60% of defence materials 
produced locally, as well as locally produced technologies.

“Localisation is a very important instrument to improve our 
industries and to grow our economy. We, therefore, applaud 
the defence sector for creating a link between localisation and 
empowerment in this sector code,” said Davies.

The other key highlight is that the black ownership target 
has been increased to 30%, which is higher than the 25% 
benchmark of the generic codes.

The Minister reiterated that the Defence Sector Code 
aims, within the South African Defence Sector, to give effect to 
the constitutionally enshrined right to equality by addressing 
the effects of systemic past exclusion of black people from 
participating in the economy. 

The Minister of Defence and Military Veterans, Nosiviwe 
Mapisa-Nqakula, will soon appoint a Sector Charter Council 
to monitor implementation of the sector code and to conduct 
regular reviews.

B-BBEE defence sector codes gazetted
South Africa torments OEMs with new BEE sector code for the defence sector.

Which of these tools and implements are not useful on 
a farm: Bakkies, tractors, gumboots, 3D printers? If 
you answered 3D printers, you would be wrong!

A young engineering student from University of Pretoria, 
Abel Nortje, recently had the opportunity to design and build 
his own 3D printer as part of a student employee programme 
offered by South African farming enterprise ZZ2.

ZZ2 fosters young minds in various parts of the 
country through these programmes. The initiative creates 
opportunities for young, talented students to be guided by 
mentors from several disciplines.

Learners can undertake a six-week short term work 
experience programme or join longer internships in 
collaboration with tertiary institutions. Students gain 
experience in a number of diverse fields, ranging from 
marketing, horticulture, agronomy, engineering and 
information technology. Participants get the opportunity to 
understand and contribute to the ZZ2 open living system 
philosophy with its focus on the future where the sharing of 
knowledge is encouraged.

Last year, during the December university break, third-year 
mechanical engineering student Nortjé, was given a challenge 
to build a 3D printer. ZZ2 engineer Ian van Brouwershaven 
mentored Nortjé, who spent two weeks researching and 
another three weeks building the printer and refining the 
operating systems with the help of mentors from ZZ2’s 
Technical Department.

He says ZZ2 will use the 3D printer to print “e-fruit” – 
plastic fruit fitted with sensors that can detect heat to monitor 
when the fruit is bumped or dropped. “They can collect data 
in the transport process, from the land to the supermarket, if 
the fruit is exposed to high or low temperatures, which effects 
the quality.”

Project mentor Van Brouwershaven says nurturing young 
minds is important to ZZ2 and South Africa as a whole. 
“They will take ZZ2 into the future and must be given the 
opportunity to overcome challenges. We are excited to be part 
of it,” he says.

Nortjé already has plans to refine and improve the printer. 
“We hope to be able to print larger objects at a faster pace.”

South African mechanical engineering  
student creates 3D printer for improving  

farm and produce quality
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Continuing with its strategic decision to move further 
up the value chain, with an emphasis on product 
delivery and quality, Pressure Die Castings (PDC) has 

now invested in a further two new high pressure die-casting 
machines. The new machines are a 630-ton aluminium 
pressure die-casting machine and a 400-ton brass die-casting 
machine. This new investment takes the number of aluminium, 
zinc and brass die casting machines to 14 at the company, 
with seven new machines been installed over the last few 
years.

“Our drive is to replace all our 
pressure die-casting machines with 
modern new equipment, as soon 
as is financially possible. We are 
half way there and are looking to 
complete the exercise in the next 
few years,” commented outgoing 
Managing Director Mike Wolhuter.

Lessons from GIFA 2015
“While we take the efficiencies 

of our die-casting production 
machines seriously, we are also 
extremely cognisant of the fact that 
these machines are only as good as 
the metal supplied to them, which 
can ultimately have repercussions 
on the end product.”

 “When we visited GIFA in 2015 
we discovered an Austrian company 
Meltec, a manufacturer that is 
involved in melting and vacuum 
dosing furnaces for high-pressure 
die-casting. They had just launched 
a unique dosing system that fits 
onto melting and holding furnaces.” 

“The system is unique in that it 
allows for filling of a container by 
sucking in the melt and the precise 

filling of the melt into the shot sleeve of the chamber of a die-
casting machine. In the traditional variant a suitable amount 
of the liquid alloy is ladled out of a holding furnace and 
poured into the shot sleeve.”

“The dosing system consists mainly of a vacuum ceramic 
container, an evacuation device to draw in the melt as well as 
a special closing mechanism at the suction point. The vacuum 
container is made of a ceramic material, which offers the 
benefit of being non-wettable, thermal shock resistant and 

Pressure Die Castings  
faces up to the challenge of  

modernising and automating its  
die-casting operations

Austrian company Meltec chooses PDC to trial its brass vacuum dosing furnace on high  
pressure die-casting. This is one of the first of its kind trials in the world to be carried out.

 PDC have installed three new die-casting machines over the last year that have all been fitted with 
the Meltec dosing system. All three aluminium systems and the newly designed brass vacuum dosing 

unit that will be arriving shortly use a coreless induction furnace for holding purposes. Austrian 
company Meltec chose PDC to trial its brass vacuum dosing furnace on the new high pressure die 

casting machine. This is one of the first of its kind trials in the world to be carried out

“With high quality equipment, automation and intelligent solutions, you can  
meet the global challenges as environmentalism, climate protection and  

energy efficiency increase while at the same time increasing your bottom line. 
Industry 4.0 is another concept that we are happily introducing to our  

environment because it can only be beneficial.” 



strong. The mechanical movement occurs via a 
servo-controlled lifting or pivoting device.”

“The interesting aspect for us was that 
the system draws in the melt below bath level 
and fills the container by a sucking method. 
This minimises the oxide contamination while 
at the same time it degasses or removes the 
hydrogen from the melt. The transfer of the melt 
to the shot sleeve is therefore done without air 
admission, thus reducing oxide contamination, 
and there is very little drop in temperature of the 
melt.”

“An additional advantage is that of high 
dosing precision through integrated, exact 
quantity measurement. The cost situation of a 
foundry is largely influenced by the efficiency 
of the melting shop. As the non-ferrous metals 
that are processed in the melting shop are 
very expensive, metal loss is an important cost 
factor.”

“For aluminium, a metal loss of 1% of an 
annual melting output corresponds to a financial 
loss of many thousands of rands. Given a yield 
of 50%, this amount must be allocated and 
the lost metal means extra costs per kilogram 
of casting weight. This is a not to be neglected 
magnitude.” 

“Also energy consumption may vary largely 
depending on the melting process used. Here 
not only the efficiency of the melting and 
holding furnace must be taken into account 

Crucible furnaces are designed for melting and keeping die-casting aluminium alloys to 
the correct operating temperatures. High quality insulation is the reason for low power 
consumption, which results in low operational costs. The easy-to-move insulated cover 
provides good access to the melting bath and therefore simple maintenance is possible. 

Standardised graphite or silicon carbide crucibles enable an indirect melting of the 
aluminium alloys. Highly efficient and long-lasting heating elements, which are 

integrated in the furnace combustion, heat the furnace. Changing of heating is easily 
done. Activation of heating elements occurs via solid state relays, which keep the 
temperature of the melting bath free from overheating. Various forms of rotary 
degassing mechanisms can also be mounted on the furnace ensuring that molten  

metal will be degassed and the density index will be improved again 
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but all other factors effecting overall consumption must be 
considered, including all auxiliary energy sources. Likewise all 
maintenance-related and wear parts costs must be included 
in the cost considerations as well as the effort associated with 
the operation of the equipment. Considerable cost savings 
can be realised when mechanical devices are used e.g. 
robots, as opposed to manual operation.”

“It also goes without saying that you cannot keep ahead 
technologically if you do not visit exhibitions like GIFA. We are 
sending five people from our company this year and we expect 
to come back with a whole host of systems and methods that 
we can implement at PDC.”

Brass dosing system
“The three new die-casting machines that we have 

installed over the last year have all been fitted with the Meltec 
dosing system. Additionally, we have purchased the melting 
and holding furnaces from Meltec.”

“The system has worked very well with aluminium 
pressure die-casting in our foundry so the questions quickly 
arose about brass, another high turnover metal for us. After 
discussions with Meltec they have now chosen us as a trial 
situation to test the system for melting and transferring of 
brass.”

“We have invested in a 400-ton machine and the 
challenge for us now is to automate the whole process like we 
have done in other departments in our business. When you 
are processing up to 200 tons of metal a month and between 
100 and 120 tons a month in our plastic extrusion and 
injection moulding departments you need to make use of all 
the equipment that can improve your efficiencies.”

“With high quality equipment, automation and 
intelligent solutions, you can meet the global challenges as 
environmentalism, climate protection and energy efficiency 
increase while at the same time increasing your bottom 
line. Industry 4.0 is another concept that we are happily 
introducing to our environment because it can only be 
beneficial.”

Other developments
After 25 years of service at PDC Mike Wolhuter will be 

retiring from his position as Managing Director. With effect 1 
May 2019 Graham Smith will take over as the new Managing 
Director. Smith has worked for PDC for 16 years, initially as 
the Finance Director and more recently in his role as the 
Commercial and Operations Director. 

Wolhuter’s knowledge and experience will not be lost to 
PDC as he will remain on as a Director on the PDC board and 
as part of the executive management team. Wolhuter will in 
future concentrate his efforts on his new role of implementing 
operational excellence within the whole company.

For further details contact Pressure Die Castings on  
TEL: 033 397 5500 or visit www.pdc.co.za

The dosing system consists mainly of a vacuum ceramic container, an 
evacuation device to draw in the melt as well as a special closing 
mechanism at the suction point. Because the vacuum container is 

made of a ceramic material it offers the benefit of being non-
wettable, thermal shock resistant and strong. The mechanical 

movement occurs via a servo-controlled lifting or pivoting device

The Meltec system draws in the melt below bath level and fills  
the container by a sucking method. This minimises the oxide 

contamination while at the same time it degasses or removes the 
hydrogen from the melt. The transfer of the melt to the shot sleeve  

is therefore done without air admission, thus reducing oxide 
contamination, and there is very little drop in temperature  

of the melt

Brass components manufactured by PDC
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Elmacast 
Engineering, 
a foundry 

based in Springs, 
Gauteng, has recently 
completed phase 
one of its expansion 
project that entailed 
the installation 
of four new 
induction furnaces, 
an automated 
continuous caster 
and a fully integrated 
double line heat 
treatment plant. The 
cost of the project 
totalled R134 million, 
which increased the 
foundry’s capacity to produce in excess of 2 500 tons a month 
of grinding media comprising high chrome balls.

Further developments in the foundry included upgrades to 
the existing two 6-ton induction furnaces, an overhaul of all 
cranes as well as the installation of a shot blasting machine 
and a thermal sand reclamation plant. The foundry also 
produces conventional cast components in grey iron, SG iron, 
high chrome and various steels. These upgrades allow the 
foundry to produce conventional castings to a maximum gross 
weight of six tons per casting. 

Additionally, the foundry has undergone substantial 
upgrades to the laboratory and implemented the latest 
computer simulation technologies to model various casting 
procedures before they are executed.

“The investment into new technologies and processes 
was crucial for the sustainability of the company, due to the 
large influx of imports emanating from the Chinese, Indian 
and Turkish markets,” said Dean Wilson, General Manager of 
Elmacast Engineering.

“These upgrades give Elmacast Engineering a competitive 
edge while allowing further focus on quality to ensure world 
class castings are delivered to our customers.”

Dean Wilson further commented that over and above the 

new equipment 
and technologies 
invested in the 
foundry, strategic 
supply contracts 
of raw materials 
were put in place to 
ensure materials are 
sourced at the right 
price, quality and the 
continuity of supply.

Elmacast, which 
was previously part 
of the Actom Group, 
was established in 
1970 predominantly 
serving the electric 
motor industry by 
supplying motor 

casings and stator frames. Over the years the foundry 
expanded its product portfolio to supplying the mining, 
automobile and agricultural sectors with various components 
ranging from pump casings, brake drums, bearing housings 
and gear housings, to name a few. 

In March 2018 the foundry business was purchased by 
private investors. It is now a proud level 2 BBBEE accredited 
company and achieved its ISO 9001, 14001 and 45001:2015 
certification in January of this year. The installation of  
new equipment and renovations in the foundry started in  
April 2018 with the first castings being produced in  
November 2018.

The size of the property owned by Elmacast Engineering 
totals over 80 000m² of which 

15 000m² is currently under roof. The foundry is now 
undergoing phase two of its expansion project, which will add 
additional capacity to its grinding media offering as well as 
another high-volume production line for smaller conventional 
castings. Additional induction furnaces will also be installed. 
The second phase of the expansion project will increase the 
total under-roof area of the foundry to 21 000m².

For further details contact Elmacast Engineering on  
TEL: 011 818 3511

Elmacast Engineering invests  
R134 million into upgrades in foundry
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“The South African automotive manufacturing 
sector is the most dynamic manufacturing sector 
in the country and a major driver of economic 

development for the country,” says Renai Moothilal, the 
Executive Director of the National Association of Automotive 
Component and Allied Manufacturers in an opinion piece.

This is due in part to a supportive auto industrial policy 
framework that has been sustained over the last three 
decades, beginning with the Motor Industry Development 
Programme (MIDP) in the mid-nineties and followed by the 
current Automotive Production and Development Programme 
(APDP) from 2013 to the end of 2020.

These policies have supported the local market’s 
integration into global auto value chains, creating an 
industry that currently produces approximately 600 000 new 
vehicles annually, provides employment for around 112 000 
people, and contributes an estimated 7.7% to the country’s 
Gross Domestic Product (GDP). 

The incentive framework of the APDP has had a major 
role to play in ensuring long-term commitment from the 
seven Original Equipment Manufacturers (OEMs) that 
operate here. A key element of the existing framework is the 
VAA (Volume Assembly Allowance) which, while driving the 
sector, has had the unintended consequence of incentivising 
increased vehicle value at the factory gate over the level of 
local content within vehicles.

The government, labour, OEMs and component suppliers 
came together to set the future direction of the automotive 
industry. The output, the recently announced SA Automotive 
Masterplan (SAAM) heralds the start of a new journey under 
a revised incentive framework that will take the industry 
through to 2035. It has at its core the central objective of 
increasing local value addition, from 37.4% currently to 60%.

To demonstrate the importance of the local value 
addition level, at 37.4% local value addition a crude 
calculation is that South Africa in fact ‘fully produces’ the 
equivalent of 224 000 vehicles. At 60% local value addition 
and meeting the SAAM volume target of 1.4 million vehicles 
South Africa would ‘fully produce’ the equivalent of  
840 000 vehicles or have 3.75 more automotive output  
than at present.

Increasing of local value addition is key not only to the 
sustainability of the local automotive industry but to the 
multitude of benefits the sector delivers being felt more 
widely across the economy. At present the OEMs create and 
capture the most value from the sector while in comparator 
economies there are many more local suppliers undertaking 
a greater level of value addition. A true pyramid structure 
is in place in these comparator economies while South 
Africa currently has a relatively shallow base of lower tier 
manufacturers.

The revised incentive framework of the SAAM goes some 
way in promoting local value addition by replacing the VAA 
with the Volume Assembly Localisation Allowance Addition 
(VALA). VALA acknowledges the level of local content within 
a vehicle and incentivises the OEM accordingly. In short, to 
maintain or improve the benefit felt under the current APDP 

incentive framework OEMs need to increase local content 
levels significantly, while there is a transition period from 
2021 to 2026.

Increased local content cannot simply be incentivised 
however and will require a strategic and coordinated 
approach from the component manufacturing sector, OEMs, 
labour and the government.

It will also require innovative thinking and bold 
initiatives to localise the high value componentry such as 
the drivetrain and telematics, which collectively account 
for about 50% of the value in a modern vehicle. Drivetrain 
is in a relative state of flux with the lifespan of the Internal 
Combustion Engine and its successor and speed of 
transition to it unknown.

Telematics is booming and also advancing rapidly. Both 
are highly technical, capital intensive systems and naturally 
difficult for a multi-national OEM to justify an investment in 
South Africa.

A specific incentive is mooted for these crucial sub-
sectors and creative solutions have been found in other 
markets. Force Motors, for instance, headquartered in Pune 
India makes engines for both BMW and Mercedes, a global 
first. While supplying only the Indian market in low volumes 
the investment case was made and rivals brought together 
to collaborate on this key system.

Given the significant challenges in these crucial sub-
sectors, localising as much else as is possible is a priority 
– think pressed parts, plastic parts, fabrics – all sub-sectors 
we have expertise in. For any localisation to be achieved 
supplier competitiveness against global peers is a non-
negotiable. The work conducted by the Automotive Supply 
Chain Competitiveness Initiative (ASCCI), a partnership 
between the OEMs, represented by the National Association 
of Automobile Manufacturers of South Africa, Naacam and 
the National Union of Metalworkers of South Africa (Numsa) 
in driving supplier competitiveness is key. The project 
with 75 suppliers over the last three years significantly 
reduced waste and improved processes to support their 
competitiveness. Another round of projects is underway in 
sub-sectors viewed as having high localisation potential – 
seating, interior trim and drivetrain systems.

Our localisation ambitions cannot be seen in isolation 
and can only be achieved in an enabling environment. 

A weak domestic economic climate and an unstable 
electrical supply are just two causes for concern as they 
drive business confidence lower and slow investment. 
Potentially protectionist policies in our traditional vehicle 
export markets threaten vehicle exports which account for 
around 58% of new vehicle sales each year.

The vision of the SAAM is ambitious and realising its 
objectives will be a boon for local and regional economic 
development. It is positive that in spite of the domestic and 
foreign economic headwinds, the seven OEMs have made 
investment commitments of R40 billion over the next five 
years. Investment at this scale is significant and will promote 
local value addition, with almost R25 billion expected to be 
invested in locally sourced components.

Localisation of the South Africa 
automotive value chain
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When TW Tube Laser and Processing was established 
over four years ago, management did not realise 
that the demand for its specialised services would 

increase to the extent that it would have to invest in more 
equipment to cope with processing orders.

The company was conceived on the idea that there was 

a gap in the market in South Africa to process-in-one larger 
sections of material such as large diameter tube or hollow 
sections. To justify the investment in one of the first of its kind 
machines to be installed in South Africa management decided 
to offer the full capabilities of the machine to industry.

“The BLM LT 14 is a system that can be used to cut round, 
square, and rectangular tubes, as well as non-
tubular open structural sections (open profiles, H 
and I beams, angle, channels and special profiles) 
in diameters from 38mm and up to 355mm 
with a wall thickness of up to 20mm, and it can 
handle sections 13 metres in length, both on the 
in feed and the out feed. Its input source is 4.5 
kW Rofin, more than enough power for this type 
of material processing,” explained Operations 
Manager Robbie Carelse, who oversees technical, 
production, sales and logistics at TW Tube Laser 
and Processing.

“The company’s origins stem from TW Profile 
Services, an Ekurhuleni, Gauteng-based company 
whose services include laser cutting, profile 
cutting, plasma cutting, guillotining, rolling and 
bending, which has been in operation since 1994. 
Although TW Profile Services is equipped with the 
latest technology machines, it was decided to set 
up a new facility to handle the type of material 
that we are processing today,” explained Carelse.

While TW Tube Laser and Processing’s initial 
criteria for a tube laser was the machine’s 
diameter range to cater for larger part sizes and 
the heavy engineering market, the company did 
not neglect a segment of the market that is very 
vibrant and has huge potential.

“The 6-axis LT 14’s diameter range and 
capabilities are on the upper scale, making the 
cost of cutting a smaller range of materials on it 
very expensive. However, we still wanted full CNC 
automation, minimal human interface and fast 
loading and unloading features.”

“So, we also invested in a BLM LT (laser tube) 
Fiber machine. With a capacity up to Ø152mm 
and a raw tube available in two lengths - 6 
400mm in feed and 4 500mm out feed - the LT 
Fiber laser cutting system is characterised by the 
wider range of materials that can be processed, 
among them high-reflective materials such as 
copper, brass, aluminium and galvanized iron also 
become easy to cut and considerable productivity 
increase is obtained up to 5mm thicknesses of 
stainless steel and 8mm thickness of mild steel.”

Introduction of a Ficep Orient CNC controlled 
beam drilling and cutting line

“Up until now we have been processing open 

TW Tube Laser and Processing 
increases service offerings

A dedicated beam processing line has been purchased. Ficep Orient CNC controlled  
beam drilling and cutting line introduced.

 TW Tube Laser and Processing have introduced a Ficep Orient CNC controlled 
beam drilling and cutting line to their services

Components cut on the company’s BLM LT (laser tube) Fiber machine
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profiles H and I beams, angle, channels and special profiles 
on our BLM LT 14 system. The capacity that we require on 
this machine led to bottlenecks and it was decided to invest 
in a Ficep Orient CNC controlled beam drilling and cutting 
line that would focus on our beam processing requirements 
and leave the BLM LT 14 system to cut round, square, and 
rectangular tubes. Ultimately it was a capacity problem but 
it was also a cost and time saving exercise as it is more 
practical to process beams on a line that is dedicated to that 
process.”  

“The Ficep Orient beam drilling line, which was supplied 
by Retecon Machine Tools, is a single rotating spindle that 
can process both flanges and web, cuts straight and up to 45 
degree mitre, drills up to 40mm diameter holes, has a milling 
function for slots and marking capabilities for part numbers.”

 “The Ficep Orient CNC drill line processes material 
in a conventional fashion as the sections are positioned 
automatically to the required length dimension along the 
infeed and outfeed conveyor. The one spindle automatically 
rotates up to a full 90 degrees in less than one second to 
accommodate the hole requirements in either flange or the 
web, while the second spindle is fixed to drill in opposite 
flange. The system is equipped as standard with a six-
position automatic tool changer on the rotating spindle side 
and four-position automatic tool changer on the fixed spindle 
to not only facilitate different holes size requirements but 
such applications as countersinking, milling for slotted holes 
and tapping.”

For further details contact TW Tube Laser and  
Processing on TEL: 087 985 0643.

Components cut on the company’s Ficep Orient CNC controlled 
beam drilling and cutting line

Components cut on the company’s Ficep Orient CNC controlled 
beam drilling and cutting line

A group of South African doctors have made a huge 
advancement in the international medical field by 
successfully completing the first-ever middle ear 

transplant. The groundbreaking procedure was performed 
using 3D printing technology to reconstruct the broken bones 
of the patient’s middle ear and the surgery is being hailed as 
the first long-term solution to conductive hearing loss.

Patients of all ages will be able to safely undergo this 
pioneering procedure, even newborn babies. This unique 
procedure can effectively cure patients of a kind of deafness 
caused by inner ear damage or infections contracted from 
birth defects or metabolic diseases.

The patient who underwent the successful transplant 
was a 35-year-old male who had lost his hearing due to a car 
accident that severely damaged the inside of his ear. Due to 
the nature of the patient’s injuries, the operation lasted for 
roughly one and a half hours.

According to the South African Hearing Institute, our 
hearing ability naturally declines from age 30 or 40. In fact, 
by age 80, more than half of humans suffer from significant 
hearing loss. While hearing loss is a natural part of ageing, 
it could also occur as a result of disease or infection. It may 

also be inherited or be the result of physical damage to 
the ears or head. This new transplanting procedure could 
change this seemingly permanent and unavoidable loss of 
hearing.

A number of specialists were involved in the surgery, 
including a medical team from the University of Pretoria’s 
Steve Biko Academic Hospital and specifically Professor 
Mashudu Tshifularo. He has been studying conductive 
hearing loss for a decade and more recently in the last two 
years looking into the use of 3D printing technology to scan 
and rebuild damaged areas of the ear, including some of the 
smallest bones in the body.

“By replacing only the ossicles that aren’t functioning 
properly, the procedure carries significantly less risk 
than known prostheses and their associated surgical 
procedures. We will use titanium for this procedure, which is 
biocompatible. We use an endoscope to do the replacement, 
so the transplant is expected to be quick, with minimal 
scarring. 3D technology is allowing us to do things we never 
thought we could,” says Prof Tshifularo, who is head of the 
Department of Otorhinolaryngology (Ear, Nose and Throat) at 
UP. 

South African doctors cure  
deafness using 3D printing tech
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As a term, ‘cutting edge technology’ is somewhat 
ambiguous and is often used in the context of IT 
and marketing. Cutting edge technology refers to 

technological devices, techniques or achievements that employ 
the most current and high-level developments in other words, 
technology at the frontiers of knowledge. While commonly used 
to refer to computer and electronic technology, the term can 
apply to technology of any type, including automotive, medical, 
engineering and countless other industries. 

When establishing a business deciding on the name of 
your company can be somewhat 
daunting because there are many 
aspects to think of and you don’t 
want any regrets down the line 
once you have spent money 
on marketing the 
name. Everyone 
is different in 
their thinking on 
how they want 
the name to be 
associated with 
the industry that 
they are involved 
in. There are many 
examples where 
you find yourself 
wondering what 
the psychology 
was behind the 
name of the 
company or even 
the name of a 
product.

Not so in the 

case of Cutting Edge Technologies, a Pinetown, KwaZulu-Natal 
based metal forming company. Cutting Edge Technologies has 
been employing laser technology as its main source of cutting 
metal since the company was established in 2002. At the time 
laser technology in the metalworking industry in South Africa 
was a relatively new technology. People were sceptical about 
the technology as it was ‘cutting edge’. 

“Cutting edge technology sometimes takes a while to make 
its way into the niche areas of metal fabricating. But when it 
does, its impact is immediate, like anywhere else,” said Wayne 
Foulkes, managing member of Cutting Edge Technologies. 

“We knew from the beginning that laser 
technology would be 

impactful on the 
metal cutting 
industry and hence 
the name of the 
company.”

“A laser beam 
is a remarkable 
thing. A 
continuous-wattage 
laser beam has 
energy densities 
more than four 
trillion times higher 
than the sun’s 
focused energy, 
and manufacturers 
have determined 
ways to utilise this 
extraordinarily 
high-power density 

to do everything 
from cutting and 

Staying ahead with  
Cutting Edge Technologies

SHOPFRONT   FOCUS

 Cutting Edge Technologies have adapted by adding more 
engineering and fabricating services to their portfolio other than just 

laser cutting

 Cutting Edge Technologies has invested in its first fiber laser – a Trumpf TruLaser 5030 
fiber that has a table size of 3m x 1.5m

Components that have been cut and bent on the company’s Trumpf 
equipment



welding sheet metal to drilling holes in PCB boards.”
“Lasers can cut, join, and subtract material. They can even 

add material via laser metal deposition or 3D printing. We can 
vary power levels, pulse frequencies, and energy densities via 
beam diameter manipulation, among other ways, all so that the 
laser beam can induce the right material reactions for various 
processes. Truly, the laser’s use to industry is vast and varied.”

“The laser continues to solve more and more 
manufacturing problems, and process variables such as beam 
diameter and manipulation continue to have a meaningful 
impact. From cutting and welding to adding material layers or 
removing them, advancements in laser technology are sure 
to be a key component of success in the Fourth Industrial 
Revolution.”

“In the beginning we invested in CO2 lasers because that 
was the ‘new’ technology that was available. We still have two 
Trumpf 5kW CO2 lasers on the floor and more recently we have 
invested in our first fiber laser. At first people were sceptical 
about making the transition into fiber as it was cutting edge 
technology. I think the fear of the unknown is a more realistic 
view. But once they grasped the technical knowledge and 
realised the cost benefits that they would achieve, the switch 
has been rapid more so than when lasers were first introduced. 
Now you have OEMs that don’t even offer CO2 source lasers 
anymore.”

Job shop environment
“From the beginning we set up as a job shop or as a service 

Components ready for delivery Cutting Edge Technologies is more than just a service centre. It is now a 
diversified metal cutting and bending shop offering fabrication services

METALWORKING NEWS   V 18.2  May 2019   39





40   METALWORKING NEWS   V 18.2   May 2019

centre, as some people refer to it as, and only offered laser 
cutting services. This means that we are the first in the line of 
component supply to our customers who use the components 
that we cut to manufacture other products,” explained Foulkes.

“As we all know lasers cut at very high speeds, thereby 
reducing not only the time it takes to produce components, 
but also the cost to customers. When comparing costs using 
laser cutting instead of mechanical cutting, it is well worth it. 
The cost difference of labour and consumables to produce a 
part through mechanical cutting, which could also comprise of 
other processes such as grinding and drilling, is significant,” 
explains Foulkes.

“Other advantages are that laser-cut components are 
almost identical, which makes using them in any production 
process more time efficient as there is generally no call for 
cleaning or grinding. This ensures that the components are 
fitted or slotted in the correct position every time.”

“Today’s job shop market is characterised by unrelenting 
competitive pressure for laser processing services. Some 
metal fabricating operations produce the same product day in 
and day out with little variation. In real job shops, which are 
becoming rarer, no two jobs are alike, and dynamic innovation 
is what drives the business. The skill level in such a shop must 
exceed that of an operation that produces the same item 
every day, a practice that soon becomes automatic and even 
mundane. In the job shop, the worker must be familiar with 
multiple fabrication methods and mechanical variations. Every 
employee requires problem-solving skills, because there is 
often no precedent for reference.”

“True job shops are rapidly disappearing, and the older skill 
sets are going away with the retirees. Additionally, technical 
schools are not able to teach what has been passed down for 
generations.”

“As a result very few real job shops exist today. Most 
manufacturers prefer to engage in producing multiples of 
the same component, which minimises engineering time and 
tooling costs. Facilities are organised for an assembly line-
type of production, and quality control can be automated. 
Paperwork becomes so repetitious that the only change 

Components manufactured by Cutting Edge Technologies

Two years ago the company purchased a Trumpf TruBend 3100 
press brake from Retecon Machine Tools

Cutting Edge Technologies have diversified in the materials that  
they process. Some galvanised sheets for ducting installations  

is one example

By upgrading and increasing capacity on the cutting side Cutting 
Edge Technologies have also had to change to a liquid nitrogen 

supply and installed a 10-ton storage tank





may be the date and customer information. Cost studies 
are simplified and rarely required. Personnel training can be 
standardised. All this combined allows the mass producer to 
know the cost of everyday operation.”

Diversification and adding value 
“Conversely, job shops must calculate the costs on almost 

all projects. The shop’s machinery can sit idle during some jobs, 
while other jobs require using every piece 
of available equipment. This equipment 
can cost millions of rands, and only a few 
shops have equipment large enough for 
some projects.”

“Manufacturing isn’t the same today 
as it was three plus decades ago. CNC 
for machine tools, desktop computers, 
electronic data interchange (EDI), 
laser cutting machines, robots, lean 
manufacturing, and other technologies and 
processes have caused more changes in 
the past 35 years than perhaps any similar 
time period since the discovery of iron. Job 
shops who have been able to adapt have 
survived, and many have thrived in this 
environment.”

“We at Cutting Edge Technologies have 
adapted by adding more engineering and 
fabricating services to our portfolio other 
than just laser cutting, while at the same 
time keeping the job shop mentality where 
every day is different and every job is 
different.”

“Five years ago we purchased our first 
press brake and it immediately made a large impact on the 
shop floor. We had taken the plunge and diversified and we 
could now add value to the components that we were laser 
cutting rather than the client or us shopping out this process. 
This led to more clients and more jobs from our existing clients. 
More importantly it got most of us in the company thinking out 
of the box.”

“An example of this is the bull bar kits that we now supply 
to the automotive OEMs and the aftermarket. We cut and bend 
the brackets and other components that secure the bull bar 
to the vehicle, have them e-coated and powder coated, order 
in the washers, nuts and bolts and then package all of the 
components and deliver. We could never have done this before. 

It is a great example of many whereby we are now able to kit 
form products to our clients.”

“But it wasn’t just the components that we were processing 
that changed. Suddenly we were being more adventurous in the 
materials that we were processing. The galvanised sheets that 
you see on the floor will be cut and bent into various sections 
for a ducting system.”

“We mainly cut and form material between 0.5mm and 
20mm with mild steel taking up between 
60% and 70% of our capacity. The rest is 
made up of stainless steel and aluminium 
in various grades, depending on the client 
requirements.”

Second press brake
“Due to increased demand we 

purchased a second press brake two years 
ago. The Trumpf TruBend 3100 press 
brake, which was purchased from Retecon 
Machine Tools and installed in 2017, is 
part of the new generation TruBend Series 
3000 that Trumpf offers.”

“The TruBend 3100 back gauges can 
move across the entire bending length 
removing any restrictions. Automatic 
crowning ensures consistent angles. 
In addition, high axis speeds make the 
machine one of the fastest in its class.”

“The TruBend uses one-of-a-kind 
software for 3D design and programming 
of laser, punching, and bending machines. 
The TruBend 3100 has a press force of 
100 tons and bending length of 3 060mm. 

It includes a four-axis back gauge. This makes it possible 
to position sheet metal securely, even where complex part 
geometries are involved.”

First Trumpf fiber laser
“From the beginning we had standardised on Trumpf 

equipment so it should be no surprise that we chose a Trumpf 
machine when we decided to venture into fiber laser cutting. 
Again, capacity was an influencing factor but efficiencies and 
taking advantage of the ‘cutting edge’ technology did play a 
major part in our decision making.”

“The Trulaser 5030, which has a laser power of 6kW, can 
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Cutting Edge Technologies supplies bull bar kits to the automotive 
OEMs and the aftermarket. The company cuts and bends the brackets 

and other components that secure the bull bar to the vehicle
A general view of the laser cutting department

Wayne Foulkes, managing member of 
Cutting Edge Technologies





cut steel sheets up to 25mm thick. The ‘Smart Beam Control’ 
technology continually checks the focal position of the laser 
and adjusts it when needed. This ensures that the power and 
position remain stable all the time.” 

“The laser cutter also allows for smooth, high-quality 
cutting at all sheet thicknesses due to the ‘BrightLine Fiber’ 
technology. This technology also lets the laser cut at high 
speeds when working with thinner sheets of metal. The 
TruLaser 5030 fiber has a table size of 3m x 1.5m.”

“The machine was installed in February 2019 and it is 
already making an impact in terms of our lead times and 
costs. Our other two 
Trumpf CO2 machines 
are still working as 
hard as before but the 
new fiber laser deploys 
the latest technology 
and is bound to have 
advantages over the 
older equipment.”

“While upgrading 
and increasing capacity 
on the cutting side we 
have also changed 
to a liquid nitrogen 
supply and installed a 
10-ton storage tank, 
which giving us more 
efficiencies and cost 
savings.”

“As the dynamics of 
the industry change so 
to must you adapt your 
business otherwise 
you are going to lose 
business.”

“We are also now 
supplying kits for the 
trucking industry, 
side plates, brackets 
and mounted plates 
for the car carriers, 
as well as rails and 
uprights, toolboxes for 
the smaller trucks and 
drop sides. Additionally 
we are at an advanced 
stage at supplying 
decorative brushed 
sheeting for some 
of our clients in the 
automotive industry 
where we will not only 
supply the cut-to-size 
sheeting but also all 
the other accessories 
that are associated 
with the product. 
Wherever possible we 
will add the value.”

“All this has led to 
us achieving our best 
year last year where 
we achieved a 36% 
growth. The growth 
was realised with our 
existing clients as well 

as acquiring new ones. On average we were processing about 
200 tons of material a month, not bad when you consider that 
we only have 35 staff.”

“With the addition of the new Trumpf fiber laser that has 
afforded us more capacity and shorter lead times, we are 
aiming for an even better year in 2019.”

“Although we are still a job shop in many respects we have 
adapted to offer more services and also to accommodate 
those longer runs.”

For further details contact Cutting Edge Technologies on 
TEL: 031 700 3683 or visit www.cetlaser.co.za
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The concept of a ‘supermarket 
with a difference’ is growing and 
designers and the manufacturers 

and suppliers of shelving, racking, 
refrigerators and all the other equipment 
that make up a supermarket, have to 
take into account the supermarket 
psychology that includes appeal, 
convenience and comfort, whether it be 
in the bakery, the fresh produce section 
or in the general merchandise isles. 

Meeting these demands is the 
Storequip Group, one of the largest 
manufacturers of supermarket shelving 
and display equipment in Africa. The 
late Karl Krupke established the 
family owned and managed group 
in 1964 as KK Engineering as a 
general engineering business but soon 
specialised in manufacturing hooks and 
display fixtures for supermarkets and 
retailers, an idea he had brought along 
from Germany. Today the group is run 
by his two sons Uwe and Dietmar and 

“We sell and deliver a store” – 
Storequip Group 

The Storequip Group boasts top retailers such as the Shoprite Checkers Group, Pick n Pay,  
Builders Warehouse, Spar, Game and Makro amongst its clients

KK Shelving has recently purchased a new 4kW Durma fiber laser from  
Spectrum Machine Tools Africa 
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consists of four entities, KK Shelving, Storequip, Shelvit and 
KK Towers. The focus of the group is to design, manufacture 
and install shelving, checkout counters for supermarkets and 
department stores, as well as the racking, display fixtures, 
shopfitting and mezzanine floors for the back stores and 
warehouse industry. 

Sell and deliver a store
“Our motto is that we sell and deliver a store for you,” 

explained Managing Director Uwe Krupke. 

“From concept to design to installation is our expertise and 
forte. We might not manufacture every piece of equipment 
that you see in a store but the equipment used for displaying 
produce and product, which takes up the majority of the floor 
space in a store, is all manufactured by ourselves.”

“A well-planned store design and layout allows retailers 
to maximise the product displays and sales for the allocated 
selling space in a store. Store layout design takes into account 
the space available and location of each department, types of 
products, permanent structures, fixture and building location 

Reef Engineering has supplied a number of decoilers, straightners and 
presses to the Storequip Group

Two of the three Durma 3m x 135 ton press brakes that KK Shelving 
have purchased from Spectrum Machine Tools Africa
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and traffic patterns to create an overall layout that is 
suitable for the retail space. Whether the retailer is 
opening a new store or renovating an existing location 
our store designers will help increase organisation and 
efficiency of the store layout. Using state of the art 
CAD systems we will work with the retailer to provide a 
comprehensive store design proposal that includes space 
planning, fixture selection and visual merchandising 
presentation.”

“Style, colour, shape and a mix of materials are all 
part of the visual revolution. However, functionality and 
versatility play an important role in creating a store that 
is appealing to consumers, and it allows the retailer to 
utilise every inch of usable space in the store.”

“The ordinary person does not realise the magnitude 
of all the elements that have to be taken into account 
when a retailer opens a store. Discounting the product 
portfolio that the client has to implement, there is an 
equal amount of anxiety and psychology behind every 
display so as to give the ultimate shopping experience 
while at the same time realising shelf-life savings and 
costs for the client.”

“We as a shelving and display equipment 
manufacturer have to take into account all of these 
elements that deliver the merchandise in an aesthetic 
and easy to view and grab manner that enhances the 
customer’s shopping experience. At the same time 
you have to consider the resets of merchandise that 
is usually done by staff when you are not in the store. 
Labour efficiencies are critical to the cost savings of a 
store and there is nothing more displeasing to the eye 
than empty shelving.”

“Again, we have to deliver equipment that is light-
weight, economical and adjustable, easy to assemble 
and install, is functional and versatile, and there must be 
the ability to change or relocate a display at any time.”

History
Having principally operated as an engineering 

company that manufactured hooks and display 
equipment for supermarkets and retailers since 
inception, it was in the early 1980s that the company 
changed its focus to include the shelving and racking 
market. In 2008 the trading name of KK Display was 
changed to KK Shelving to better reflect the company 
operations. That same year the company acquired 
a 14 000m² factory in City Deep, Johannesburg to 
accommodate the extra manufacturing space that was 
needed. Prior to this the company had operated from a 
factory in Alberton North but due to substantial growth 
the company acquired a much larger factory (11 000m²) 
in the Tulisa Park industrial area. 

The extra space as a result of the purchase of the 
factory in City Deep allowed the company to separate the 
manufacturing operations of the business areas that it 
served. The Tulisa Park factory concentrated on serving 
the general retail market and the new name of KK 
Shelving. A new company – Storequip – was established 
and housed in the City Deep factory. This factory would 
concentrate on manufacturing the company’s heavy-duty 
retailer specific Gondola Systems shelving system as well 
as industrial warehouse racking. 

 “The demand to optimise industrial space is on 
the increase. Large corporations are on the lookout to 
improve their storage capacity. Metal racking is generally 
used in warehouses, storerooms of supermarkets and 
principally for industrial or bulk storage purposes. 

The Storequip Group has over 500 press and form tools that they  
use on their presses

A new Okuma machining center has recently been installed in the toolroom  
at the KK Shelving factory in Steeldale

The KK Shelving factory in Steeldale makes use of a number of carousel 
indexing machines that the company has developed themselves
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This type is durable, and easy to use for a variety of 
commercial and industrial applications. The bulk of 
Storequip’s manufacturing capabilities are now taken up 
with this type of product,” explained Krupke. 

Additional factory purchased in Steeldale
The next big move for the group was in 2016. 

Growth and the desire to have most of the areas of 
manufacturing that the company is involved in under 
one roof, from raw material to packaging and dispatch, 
necessitated another move to a larger factory in 
Steeldale, Johannesburg.

“We purchased a 40 000m² property that has 26 
000m² of factory space for R30 million and spent 
another R55 million on refurbishing the buildings and 
office space. Principally all of the KK Shelving products 
will be manufactured at this factory.”

“In addition we spent another R22 million on a new 
powder coating facility that featured fully automatic 
spray guns, a quick colour change spray booth, which 
are self-cleaning. The new plant would give us the quality 
and capacity that we needed and there is also almost no 
powder loss during the coating process.”

“We also installed a fully automated electroplating 
plant that has two lines to it and cost us R10 million. 
The one line is referred to as the barrel line, which 
electroplates the small components and the second 
line is referred to as the jig line, which electroplates the 
larger size components.” 

“With the company now equipping several hundred 
new stores a year we have to have our production lines 
running as efficiently and productively as possible. 
We have developed and manufactured thousands 
of different components, many of which are retailer 
specific.”

New equipment
“We have recently purchased a new 4kW Durma 

fiber laser, three Durma 3m x 135 ton press brakes from 
Spectrum Machine Tools Africa and a new heavy duty 
roll former. All of the machines have been purchased 
this year with the Durma machines installed at the KK 
Shelving Steeldale factory and the roll former will join the 
other six roll formers that we have at the Storequip City 
Deep factory.”

“The new Durma fiber laser is our third laser and 
the second fiber laser that we have purchased. Besides 
increasing our capacity it will allow us to further enhance 

The KK Shelving factory in Steeldale makes use of a number of 
Caxton presses

Shelving components that have been manufactured at the  
KK Shelving factory in Steeldale

One of the two Yaskawa Motoman robots at work at the KK Shelving  
factory in Steeldale

Shelving components at the KK Shelving factory waiting to be processed 
through the new R22 million powder coating facility that features  

fully automatic spray guns, and a quick colour change spray  
booth that are self-cleaning 
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our ability to produce special shelving and shopfitting fixtures 
to satisfy the regular new product design requirements. Our 
other two Trumpf lasers are located at the Storequip City Deep 
factory.”

“With our policy of trying to manufacture most components 
in-house we now have a number of metalworking processes 
that are incorporated in our manufacturing facilities. These 
include decoiling, punching, roll forming, pressing, bending, 
cutting, wire forming, carousel indexing and of course welding, 
as well as overhead crane handling of our structural steel 
products.”

“The only process that we still shop out is tube laser 
cutting. However, we are in the process of purchasing a fiber 
laser that will take care of these requirements.”

“In addition we have two Yaskawa Motoman robots at the 
Steeldale factory and a further two at the Storequip City Deep 
factory carrying out the repetitive welding operations that are 
required on some of our shelving units.”

“Besides the lasers we also have in the region of 30 press 
brakes, four CNC wire formers, about 50 presses with various 
tonnages, a number of guillotines, 10 Reef straighteners 
and feeders servicing the presses, seven inline punching 

One of the two Yaskawa Motoman robots at work at the Storequip 
City Deep facility

A Reef Engineering press manufacturing components at the 
Storequip City Deep facility
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and rolling lines, six powder coating lines, two electro plating 
plants and two well equipped toolrooms between the KK 
Shelving Steeldale and Storequip City Deep facilities.”

“In our toolroom at the KK Shelving Steeldale factory we 
have recently added an Okuma CNC mill, a Colchester lathe 

and another surface grinder. We have over 500 
press and form tools that we use on our presses 
and all of these have to be maintained. With our 
type of work and the industries that we mainly 
serve there are always new developments and thus 
new press tooling has to be made regularly. We do 
all of this in-house.”

“We have also recently established a full 
toolroom facility at the Storequip City Deep 
factory.”

Shopfitting and joinery
The Storequip Group offers a complete turnkey 

solution for its clients in the retailer and wholesale 
industry. This includes the CAD drawings, 
equipment supply and installation as well as 
shopfitting. The company boasts top retailers 
such as the Shoprite Checkers Group, Pick n 
Pay, Builders Warehouse, Spar, Game and Makro 
amongst them.

“Last year alone we were part of about 100 
stores for the Shoprite Checkers Group, 30 for 
Pick n Pay, 20 for Builders Warehouse and 10 
Spar stores opening. We have teams of shopfitters 
deployed around the country installing our 
products whenever there is a new store opening or 
a revamp.”

“Included in the shopfitting services that 
we offer, as well as the equipment that we 
manufacture and supply, there is a call for quite a 
large amount of joinery services. The group offers 
a full range of timber shopfitting products including 
money market and kiosk counters, checkouts, 
wooden base boxes and gondola ends, timber 
cladding for kitchen and wine departments, timber 
fruit and vegetable boats, flower and magazine 
stands and timber bakery display tables.”

  
New acquisition – Storeworks
“This department has recently been 

strengthened with the acquisition of Storeworks, 
a company that specialises in shopfitting and 
manufacturing standard and custom products for 
retail and industrial applications. Storeworks has 
its own joinery and steel manufacturing facilities. 
However, they will be merged with our shopfitting 
and woodworking department, which operates 
from our Tulisa Park factory.”

“This acquisition opens up a broader scope of 
work that we can offer our clients. With the visual 
displays in the stores becoming more important it 
is imperative that we have the skills and services 
to compete.”

“Like many industries in South Africa we in the 
shopfitting industry have the China threat. Some of 
the chain stores have sourced product from China 
purely on price and we have to lobby government 
to really promote local content.”

 “We have created over 500 positions in our 
group alone and this figure goes up to over 700 
when we have a peak period. The retail industry 
has been relatively stable and being a preferred 
supplier to most of the large retail chains has been 

key to our growth.”
For further details contact KK Shelving on  

TEL: 011 724 1500 or Storequip on  
TEL: 011 503 1500 visit www.storequip.co.za

A new roll former has been installed at the Storequip City Deep factory.  
It joins the other six roll formers at this facility 

Various components on the production floor at the Storequip City Deep factory
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When one thinks 
of packaging a 
hundred images 

come to mind. It’s a huge 
and continually growing 
industry, especially in the 
plastics sector where PET 
has become king and 
companies are finding 
it more cost-effective 
to produce packaging 
using plastic rather than 
aluminium, glass or paper, 
for example.

Thanks to the technology 
of an in-mould labelling 
process it is now possible 
to show the texture of your 
favourite ice cream in razor-
sharp photo quality on a 
moulded polypropylene 
package. With other striking 
and powerful colours, 
including the smooth design 
lines of the packaging, 
the product stands out 
amongst the rest on the 

shelf and catches the 
consumer’s attention and 

is bound to trigger a purchase. Every brand manager, 
in consultation with many others who are involved in 
getting the product onto the shelf, is hoping to have 
the same result with their product. But before you 
even consider matters such as taste, texture, price or 
shelf life, attention must be paid to the design and 
manufacturing of the packaging.  

Packaging of product plays a big role in all aspects 
our daily lives. None more so than in what we eat 
and drink every day. Packaging is drawing even more 
attention these days with the world’s focus on seeking 
ways in which industry can tackle plastic waste, how 
we can decrease plastic pollution and cut down on 
single-use plastics. The task is mammoth especially as 
I can’t imagine purchasing my ice cream in any other 
packaging unless there is the will to return to glass 
packaging.

Either way, at the beginning of the chain is the 
engineering shop that is involved in the manufacture of 
the mould that is used in the mass manufacture of the 
packaging of the individual product.

Mould manufacturing companies, in many ways, 
are representative of the breadth of metalworking 
skills and operations. In most cases, they have one 
chance to get the job right and must work their magic 
under increasingly tough time constraints.
A typical mould shop deals with milling, drilling, jig 

Finding a niche in a lower-volume 
speciality application yields results  

for REH Engineering

REH Engineering thrives on making aluminium metal chips

Six years ago REH Engineering acquired a client who needed moulds done 
for the treads on tyres



boring, turning, grinding, EDM and heat treating to name a 
few of the operations required to manufacture cores and 
cavities. Each job that comes through the shop is different, 
requiring constant analysis of the shop’s capabilities with little 
or no benchmark from which to evaluate.

Typically, a shop looks at these operations as individual 
steps along the mould production line. Work flows through 
the shop from operation to operation in pretty much linear 
fashion. Some jobs need all of the shop’s capabilities while 
another may only require a fraction of what’s available.

In this manufacturing model, automation, to any 

significant degree, is generally considered too restrictive 
to the workflow flexibility. The shop needs to keep itself 
operationally agile as the clients that it is dealing with are 
demanding and they don’t like to wait once they make a 
decision on a new design for their product.

“Our customers are companies that don’t like to wait. 
Once they make a decision on a new design for one of their 
packages, they want to start cranking them out as soon as 
possible. If we can’t get good moulds to them in a timely 
way, someone else will. It’s that simple,” says Lee Harding, a 
Director at REH Engineering.

Warren Pretorius, Russell and Lee Harding and Pierre SchonkenHalf of REH Engineering’s machining time is taken up with general 
engineering machining 
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The moulds that REH 
manufactures are not 
the multi-cavity type with 
many cores and cavities 
in a single set; however 
their customers still 
want precisely machined 
moulds plus the extras 
such as finishing, moulds 
that deliver superior 
performance, tight seals 
and exceptional clarity.

“One industry that 
must always reinvent its 
products is packaging - 
specifically moulded plastic 
components that act as 
a carrier and dispenser. 
A significant portion of 
the packaging industry 
supports products that 

are relatively unaffected by a down 
economy. Lotions, soaps, beverages, 
medicines, hair care products and 
cleaning agents, are a few examples. 
Consumers have been trained by 
decades of advertising to associate 
value with changes, especially 
those that impact functionality and 
ease-of-use, in packaging design,” 
continued Harding.

Vacuum formed packaging
“Most of the packaging for this 

type of product requires a multi-
cavity mould that is used on an 
injection moulding machine and 
thousands of items are pumped 
out. However, there are other types 
of plastic packaging that is ideally 
suited for fresh food and vegetables 
and manufactured via a different 
process, but still requires a mould. 
Again, thousands of the containers 
can be manufactured in a single 
shift but the method used is vacuum 
forming and this is the area of the 

packaging industry that 
we are involved in.”

“It only makes up 
25% of our production 
schedule but it is an 
important market that we 
have been involved in for 
a number of years.”

“Thermoformed 
packaging is a 
complicated discipline 
that requires a great 
deal of understanding of 
materials, and the actual 
methods used to create 
the package. Plastic 
vacuum forming is one 
of the most simplified 
of these methods. 
This process generally 
mimics many of the 

In February 2019 REH Engineering purchased a Feeler VFP -1300A mill from Craft Machine Tools

Last year REH Engineering purchased a Feeler FV-1600A CNC mill 
from Craft Machine Tools

 REH Engineering has a number of other CNC machines  
at their disposal

REH Engineering has been manufacturing vacuum forming moulds 
virtually since inception
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thermoforming principles, with potential cost saving measures 
for the client.

The process
Vacuum formed packaging is created by stretching a 

heated plastic sheet over a mould. This mould has been 
created to resemble the item to be packaged. Then vacuum is 
applied to press the sheet to the mould. Because the plastic 
sheet is heated, it’s pliable which allows it to form to the 
shape of the mould. Nevertheless, vacuum formed packaging 
is mainly used for items shallow in depth.

The benefits of vacuum forming
Overall the costs of vacuum forming are typically lower 

compared to a full thermoforming packaging process that 
utilises plug assists. The cost of plastics is lower because of 
using single surface moulds as well as thinner gauge plastics. 
Likewise, the costs of machinery are reduced because of the 
simplicity of the production process. The packaging does not 
require as much detail and therefore allows for faster cycle 
times in most cases.

“There are some drawbacks to 
vacuum forming but the process 
is simpler in production 
and cheaper in costs 
for machinery and 
materials.”

History
“The 

company was 
established in 
1996 as a general 
engineering job 
shop by my dad 
Russell Harding. He 
had previously started 
another company 
before selling it. Not 
satisfied with his ‘early 
retirement’ – he had 
sold the company when 
he was only 35 – he 

soon had to get back into creating metal 
chips.”

“I have been involved with the 
company virtually from the beginning, 
and when I left school I did my fitter and 
turning training and joined the company 
full time in 1999. My dad is also a fitter 
and turner so he was the best mentor a 
son could have.”

“Within five years of its establishment 
the company had grown to such an 
extent that we had to find new premises. 
Instead of renting we built our own 
factory here in Anderbolt, Boksburg and 
have remained here. Over the years we 
have added on here and there but we are 
comfortable in our 1 200m² space and 
still have room to expand.”

“It was only 12 years ago that we 
purchased our first CNC machine, which 
was a machining center that we imported 
from Taiwan. Obviously we can’t do 
without them now and we now have 
seven CNC machining centers, three of 
them with a 4th axis facility, and five CNC 
lathes.”

“Last year we purchased a Feeler FV-1600A CNC mill 
from Craft Machine Tools that has XYZ travels of 1 600mm by 
800mm by 800mm, a table height from the floor of 100mm 
to 900mm, a table centre to column surface of 850mm, a 
11kW spindle motor, XY rapid traverse of 18m/m and Z rapid 
traverse of 15m/m.”

“This is the biggest CNC machining center that we have 
purchased and it was soon followed by another Feeler. In 
February 2019 we purchased a Feeler VFP -1300A mill, also 
from Craft Machine Tools, that has XYZ travels of 1 300mm 
by 610mm by 560mm, a table size of 1 420mm to 600mm, a 
15kW spindle motor, X rapid traverse of 32m/m and YZ rapid 
traverse of 24m/m.”

“We also have two slotters and a number of different 
conventional machines that we make use of. We don’t need 
an EDM wire cutting machine because as I have said we are 
not manufacturing the multi-cavity moulds for the injection 
moulding machines.”

“All of the vacuum forming moulds that we produce 
are machined from aluminium billet and 

most of our machining work is shaping 
aluminium, although we are very adept 

at machining other materials 
including steel, stainless 

steel, copper, brass and 
polyurethanes.”

Tyre moulds
“The company 

has been 
manufacturing 
vacuum forming 

moulds for most 
of the time that it 

has been in existence. 
However, we have seen 

many tool shops suffer 
from servicing just one 
industry. The danger of 
becoming so specialised 
is being buried with 
work when the market is 

REH Engineering also machines polyurethane components for clients

REH Engineering also machines components such as barrels, rods and connectors 
for the mining and water purification industries and a large number of various 

components for the earth moving and trucking industries. Components used for 
hydraulic products also make up a significant portion of the company’s general 

engineering machining section
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good, forcing one to ignore opportunities 
from new customers in different business 
areas, or drying up entirely when sales are 
slow for an extended period of time. Much 
like your personal investment portfolio, 
diversification is the key to evening out the 
cycles all businesses go through.”

“Six years ago we acquired a client 
who needed moulds done for the treads 
on tyres. Uncured (or “green”) tyres 
consist of layers of inner liners, tyre cord 
fabrics, steel, Kevlar and extruded rubber. 
The green tyres are placed into a press 
where the upper and lower mould sections 
meet. Heat energy creates chemical 
reactions to cure and bind the rubber 
and fabric layers. Meanwhile, pneumatic 
bladders inflate to expand the tyre 
against the mould and impart the tread 
design and required sidewall engraving,” 
explained Harding.

“Traditionally the moulds used are 
castings. We decided to go the direct 
machining route. We don’t have a foundry, 
and we couldn’t control our costs with 
outside suppliers, so we came up with 
the solution of machining from billet stock. Although direct-
machining techniques debuted in the 1960s, the process was 
complex, time-consuming and expensive. The advent of CNC 
machine tools, new age cutting tools and 3D CAD models 
excited many, but significantly they attacked lead times, 
machining times and finishes, significantly lowering costs 
while at the same time increasing quality and accuracies.”

“There are different style and size tyre moulds that we 
manufacture but typically it could take up to six weeks to 
produce one mould. It now forms about 25% of our business 
which puts us firmly in the diversification bracket.”

General engineering
“The rest of our production 

time is taken up with machining 
general engineering components. 
These include components such 
as barrels, rods and connectors for 
the mining and water purification 
industries and a large number of 
various components for the earth 
moving and trucking industries.”

“Components used for hydraulic 
products are also a significant 
portion of our general engineering 
machining side.”

“We are able to offer a design 
service but most of the time we 
are supplied with drawings. We 
have a high-end designing software 
package and where necessary we 
will make use of it. Currently we 
have an example where a new client 
has approached us to manufacture 
a new mould for him, which needs 
to be a bigger version of the 
current model. We will design and 
manufacture the mould for him but 
if we exceed our capabilities we will 
call on outside help.”

There is one overriding truth in 

the markets served by REH Engineering. Time to market is the 
prime directive for participation. It would be difficult, if not 
impossible, for a tool shop who has limited or no experience 
building high-cavitation/tight-tolerance/low-cycle time moulds 
to break into the business. Guarantees of delivery and cycle 
time are the norm. Knocking on the door of the big retailers 
and asking to become part of their RFQ list is not likely to be 
effective. Trying to buy your way in through significant price 
reductions is too risky for you and them. Finding a niche in a 
lower-volume speciality application, as REH Engineering has 
done for 50% of its business, is more likely to yield results.

For further details contact REH Engineering on  
TEL: 011 892 1326 or visit www.rehcnc.co.za

A general view of the machine shop at REH Engineering

Most of REH Engineering’s machining work is shaping aluminium, although they are very adept at 
machining other materials including steel, stainless steel, copper, brass and polyurethanes
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Question: Why is 
a press brake 
called a press 

brake? Why not a sheet 
metal bender or a metal 
former? Does it have to 
do with the old flywheel 
on mechanical brakes? 
The flywheel had a 
brake, like that on a 
car, allowing me to stop 
the motion of the ram 
before the forming of the 
sheet or plate began, or 
to slow the ram’s speed 
during forming. A press 
brake amounted to a 
press with a brake on 
it. I’ve had the privilege 
of spending a few years 
with one, and for many 
years I thought that was 
why the machine’s name 
is what it is, but I’m 
not sure that’s correct. 
It certainly doesn’t 
sound right, considering 
the word “brake” has 
been used to describe 
sheet metal bending 
long before powered 
machines came along. 
And press break can’t be 
correct, because nothing 
is broken or shattered.

Answer: Having 
pondered the subject 
for many years myself, 
I decided to do some 
research. In doing so I 
have the answer and a 
bit of history to relay as 
well. Let’s begin with 
how sheet metal was 
initially shaped and the 
tools that were used to 
accomplish the task.

From T-stakes to 
cornice brakes

Before machines 
came along, if someone 
wanted to bend sheet metal they’d attach an appropriately 
sized piece of sheet metal to a mould or a 3D scale model of 

the desired sheet metal 
shape, anvil, dolly or even 
a forming bag, which was 
filled with sand or lead 
shot.

Using a T-stake, ball 
peen hammer, a lead strap 
called a slapper, and tools 
called spoons, skilled 
tradespeople pounded 
the sheet metal into the 
desired shape, like into the 
shape of a breastplate for 
a suit of armour. It was a 
very manual operation, and 
it’s still performed today in 
many autobody repair and 
art fabrication shops.

The first “brake” as we 
know it was the cornice 
brake patented in 1882. 
It relied on a manually 
operated leaf that forced 
a clamped piece of sheet 
metal to be bent in a 
straight line. Over time 
these have evolved into the 
machines we know today 
as leaf brakes, box and 
pan brakes, and folding 
machines.

While these newer 
versions are fast, efficient, 
and beautiful in their own 
right, they don’t match 
the beauty of the original 
machine. Why do I say 
this? It is because modern 
machines are not produced 
using hand-worked cast-
iron components attached 
to finely worked and 
finished pieces of oak.

The first powered press 
brakes appeared just about 
100 years ago, in the early 
1920s, with flywheel-driven 
machines. These were 
followed by various versions 
of hydromechanical and 
hydraulic press brakes  
in the 1970s and electric 

press brakes in the 2000s.
Still, whether it’s a mechanical press brake or a state-

BETTER   PRODUCTION

Why is it called a press brake?
It has to do with the origins of words.





of-the-art electric brake, how did 
these machines come to be called 
a press brake? To answer that 
question, we’ll need to delve into 
some etymology.

Brake, broke, broken, breaking
As verbs, brake, broke, broken, 

and breaking all come from 
archaic terms pre-dating the year 
900, and they all share the same 
origin or root. In Old English it was 
brecan, in Middle English it was 
breken, in Dutch it was broken, 
in German it was brechen and 
in Gothic terms it was brikan. 
In French, brac or bras meant a 
lever, a handle, or arm, and this 
influenced how the term “brake” 
evolved into its current form.

The 15th century definition 
of brake was “an instrument for 
crushing or pounding.” Ultimately 
the term “brake” became 
synonymous with “machine,” 
derived over time from machines 
used to crush grain and plant 
fibres. So in its simplest form, a 
“pressing machine” and a “press 
brake” are one in the same.

The Old English brecan evolved 
to become break, meaning to 
violently divide solid objects into 
parts or fragments, or to destroy. 
Moreover, several centuries ago 
the past participle of “brake” was 
“broken.” All this is to say that 
when you look at the etymology, 
“break” and “brake” are closely 
related.

The term “brake,” as used in 
modern sheet metal fabrication, 
comes from the Middle English 
verb breken, or break, which 
meant to bend, change direction, 
or deflect. You could also “break” 
when you drew back the string of 
a bow to shoot an arrow. You could 
even break a beam of light by 
deflecting it with a mirror.

Who put the ‘presse’ in press 
brake?

We now know where the term 
“brake” comes from, so what 
about the press? Of course, there 
are other definitions unrelated 
to our current topic, such as 
journalism or publishing. This 
aside, where does the word 
“press” - describing the machines 
we know today - come from?

Around 1300, “presse” was 
used as a noun that meant “to 
crush or to crowd.” By the late 
14th century, “press” had become 
a device for pressing clothes or for 

squeezing juice from grapes and 
olives.

From this, “press” evolved to 
mean a machine or mechanism 
that applies force by squeezing. 
In a fabricator’s application, the 
punches and dies can be referred 
to as the “presses” that exert force 
on the sheet metal and cause it to 
bend.

To bend, to brake
So there it is. The verb “brake,” 

as used in sheet metal shops, 
comes from a Middle English verb 
that meant “to bend.” In modern 
use, a brake is a machine that 
bends. Marry that with a modifier 
that describes what actuates the 
machine, what tools are used to 
form the workpiece, or what types 
of bends the machine produces, 
and you get our modern names for 
a variety of sheet metal and plate 
bending machines.

A cornice brake (named for 
the cornices it can produce) and 
its modern leaf brake cousin use 
an upward-swinging leaf, or apron, 
to actuate the bend. A box and 
pan brake, also called a finger 
brake, performs the types of bends 
needed to form boxes and pans 
by forming sheet metal around 
segmented fingers attached to 
the upper jaw of the machine. And 
finally, in the press brake, the press 
(with its punches and dies) actuates 
the braking (bending).

As bending technology has 
progressed, we’ve added modifiers. 
We’ve gone from manual press 
brakes to mechanical press brakes, 
hydromechanical press brakes, 
hydraulic press brakes, and electric 
press brakes. Still, no matter what 
you call it, a press brake is merely a 
machine for crushing, squeezing, or 
- for our purposes - bending.

Author: Steve Benson is a 
member and former chair of the 
Precision Sheet Metal Technology 
Council of The Fabricators & 
Manufacturers Association 
International®. He is the president 
of ASMA LLC. His email address 
is steve@theartofpressbrake.
com. Benson also conducts FMA’s 
Precision Press Brake Certificate 
Programme, which is held at 
locations across the country. For 
more information, visit www.fmanet.
org/training, or call +1 888-394-
4362. The author’s latest book, 
Bending Basics, is now available at 
the FMA bookstore, www.fmanet.
org/store.
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The mobility concept for individual transportation will in the 
relatively near future be a combination of progressively 
downsized internal combustion engines and electric 

drives, say some, while others predict that electro-mobility will 
secure jobs or even create new ones. This, at least, is certain: 
Traditional metal-cutting machines are a long way from being 
ripe for the scrap heap – equipped with smart technologies, 
they will also play a prominent role at the EMO Hannover 2019.

“Changing over to electro-mobility signifies a radical 
transformation of production technology,” the then President 
of the Fraunhofer Society, Prof. Hans-Jörg Bullinger, warned 

back in 2010. 
For example, he 

predicted, the entire value-
added chain will alter in the 
automotive manufacturing 
sector. The importance 
of electrification for value 
creation in the drive 
chain was scrutinised in 
last year’s VDMA study 
on ‘Transformation of 
Powertrains’. It was 
authored by the Aachen-
based company FEV 
Consulting GmbH, 
which specialises in the 
automotive and aviation 
industries. It forecasts that 
the increasing dynamism 
in the electrification of 
vehicles and in drive 
technology will lead 
to radical changes in 
Germany’s entire mobility 
and vehicle industries and 
in significant parts of the 
mechanical engineering 
sector. Moreover, a vitally 
crucial role will be played by 

the research community and 
cross-sectoral networks.

Though the FEV’s 
experts anticipate that 

sales of internal combustion engines (including hybrid 
drives) for passenger cars in Europe, the USA and China, the 
three markets examined, will fall by 10 per cent by 2030 
compared to 2016. Nonetheless, substantial business will 
remain for component manufacturers, plus machinery and 
line producers. Because improved drive technologies – e.g. 
efficiency-boosting measures in the internal combustion 
engine and the transmission – also entail more stringent 
requirements for the production technology involved.

At the same time, the study’s authors are anticipating a 

Dry machining and MQL conquering more and more application fields. Wet or dry EMO Hannover 2019 will 
be showcasing a wide range of technologies. The shavings, which are produced when machining using 

minimum quantity lubrication (MQL), are virtually residue-free and can be recycled directly.  
Photo: bielomatik Leuze

Metal-cutting machines 
are a long way from being  

ripe for the scrap heap
EMO Hannover 2019 will show how smart technologies meet the  

production requirements of electro-mobility.
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Dry machining and MQL conquering more and more application 
fields. Wet or dry EMO Hannover 2019 will be showcasing a wide 

range of technologies. Users are recommended to take a holistic view 
when deciding whether to deploy dry or MQL machining or whether a 

classic process should be used. Photo: Dag Heidecker

share of 22 per cent in these three markets for exclusively 
electro-powered vehicles. The effects of electrification 
on the individual production processes that dominate for 
conventional drives are substantial. With a battery-electric 
drive, for instance, their value added is reduced by an average 
of 64 per cent (excluding battery cell production). For (plug-in) 
hybrid drives, by contrast, value added will rise by 24 per cent 
– here, besides an internal combustion engine an electric 
drive is also installed.

What’s crucial here is the bottom line. There, the study 
shows that the combination of hybrid drives, a higher level 
of complexity at the internal combustion engine, and rising 
sales figures for vehicles (particularly in China) will exert a 
beneficial effect overall on the amount of value added.

In the estimation of the VDMA’s President Carl Martin 
Welcker, “the mobility transmutation process means 
enhanced opportunities for additional value creation in the 
mechanical engineering sector – for us, ‘transformation of 
powertrains’ can be a source of growth.” There is still time for 
the companies, he continues, to master the transformation 
successfully, in order to modify business models and 
technologies appropriately. At the same time, however, the 
study shows clearly that ‘hybridisation and electrification will 
gain wide acceptance on the market’.

For further details visit www.emo-hannover.de
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New research finds that manufacturing leaders are 
worried about disruptive technologies - robotics, artificial 
intelligence, additive manufacturing, and analytics - and 

yet few are doing much about it.
The MPI Disruptive Technologies in Manufacturing 

Study surveyed more than 400 executives at manufacturing 
companies around the globe and found that 88 per cent 
report that their industries and markets are vulnerable to 
disruptive technologies (29 per cent “extremely vulnerable” 
and 59 per cent “somewhat vulnerable”). 86 per cent 
report that their own companies are vulnerable to disruptive 

technologies (23 per cent “extremely vulnerable” and 63 per 
cent “somewhat vulnerable”). At the same time, these leaders 
have high hopes for new technologies along with concerns 
about how will they implement them.

With so much at stake - and with so much executive 
worry and hope - you might imagine that these leaders 
would have strategies in place to evaluate and implement 
emerging technologies at their firms. Yet less than half (49 
per cent) have a company-wide strategy to evaluate emerging 
technologies. And a full 20 per cent are just now starting to 
develop such a strategy.

Disruptive technologies  
offer major opportunities 

and headaches for manufacturers
New study finds some manufacturers are ready to leverage cutting edge  

technologies while others fall behind.

Mobilising maintenance through digitalisation: EMO Hannover demonstrating the complexity of status monitoring for autonomous machines. 
Mobile, digitalised maintenance makes use of a whole range of sensor and production data that is generated to assess machine status. 

Photo: Emag

The machining industry sits on a precipice - an edge, a turning point, a revolution - 
one that is coming whether we want it or not. We’ve seen it before, and it has 

everything to do with technological advancements. They are already here, 
challenging old-school thinking and disrupting the industry in ways that  

force us to change our thinking 
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Following on with this theme a Modern Machine Shop 
article says three major technological advancements have 
changed modern manufacturing. Pay attention or get left 
behind. 

The machining industry sits on a precipice - an edge, a 
turning point, a revolution - one that is coming whether we 
want it or not. We’ve seen it before, and it has everything 
to do with technological advancements. They are already 
here, challenging old-school thinking and disrupting the 
industry in ways that force us to change our thinking. But 
there is a divide between those who embrace change and 
those who dig in their heels. The challenges of the future 
are not going away - just look at how much the industry has 
changed in the past 20 years. In order to exist rather than 
become extinct, we need to look at the greatest disruptions 
to machining.

3D Printing
3D printing has flooded the machining industry causing 

some causalities for those who haven’t been able to tread 
water. It’s hit areas like prototyping and pattern makers with 
devastating force. Those who didn’t update their equipment 
and processes are closing their doors, yet this is just the 
beginning. As the technology becomes more robust in the 
coming years, it will take over other areas causing more 
companies to close up shop. Will it take over everything? I 
don’t think so, not in the next five to 10 years. However, the 
technology is still evolving. We would do well to monitor 3D 
printing’s advancements and make sure not to discount it.

Internet of Things (IoT)/Big Data
This is a big advancement, and it’s the fastest moving, 

most disruptive one. Having already revolutionised the 
consumer market with voice-activated speakers and IoT 
home technology, big data is now hitting the industrial sector 
hard and fast, providing the metalworking industry with 
methods for increased productivity. Of course, this means 

the companies that don’t embrace the coming of IoT will be 
left behind. For metalworking shops, big data enables us 
to monitor machines and processes, receive data and take 
action faster than ever before, all of which translates to 
wiser decisions. Much of this data will be in the cloud and 
come under the name Industry 4.0 or the Fourth Industrial 
Revolution.

It’s coming, so it’s important to embrace it now so you 
don’t get left behind. The past teaches us a lot, and right 
now, if you want to stay in the game, you have to wise up, get 
up-to-date and embrace the changes coming.

Robotics
With the lack of skilled labour, companies are turning 

to robotics and automation. The industry is trending toward 
replacing manually and cognitively repetitive tasks with 
some form of automation. This change is inevitable; it’s the 
nature of progress. Despite this fact, many metal shops shy 
away from robotics, claiming they don’t have enough volume 
or that it’s just too complicated. These excuses are anchored 
in the past, when automation and robotics were complicated 
and difficult for the layman to understand. Well, things have 
changed. The advancements have been incredible. What was 
once complicated is now simple and user-friendly. Thousands 
and thousands of robots and automation assistants are now 
being sold every year as they become cheaper and easier to 
programme. So, what’s stopping you?

The integration of robotics and automation is changing 
both large and small machine shops. As technology becomes 
easier to use, more machine shops are benefiting from 
reduced operation costs and increased productivity. I look at 
robotics as a tool to increase the capacity of our workforce, 
and as assistive tools to help employees and companies 
become globally competitive.

The message is clear: Technology is only going to disrupt 
the shops and companies that aren’t willing to embrace 
change. Ignoring robotics today is not an option.

High-quality sensor data is a crucial requirement for Industry 4.0. On show at EMO Hannover 2019 - Sensor technology is a key mechanical 
engineering component. Xeidana is a software system for quality control. 

Photo: IWU
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Zeiss is expanding the industrial metrology and quality 
assurance portfolio of its Industrial Quality & Research 
segment by acquiring GOM, a leading provider of 

hardware and software for automated 3D coordinate 
measuring technology. Both Zeiss and GOM have enjoyed 
strong growth in the past years and proved successful on 
the market. The aim is to further strengthen this leading 
technological position together, especially in the area of 
optical digitisation systems. The combination of existing 
products and solutions as well as joint innovations in the 
future will lay the foundation for shaping and entering new 
markets. 

“Our growth strategy expressly mentions the targeted 
acquisition of highly innovative solutions, technologies and 
companies, which can reach their full potential as part of the 
Zeiss Group,” says Dr. Michael Kaschke, President & CEO of 
Zeiss. 

“By acquiring GOM and thereby expanding our solutions 
portfolio, we are bolstering the leading position of our 
Industrial Quality & Research segment and will be able to 
offer even better solutions for our customers. This is entirely 
in keeping with our corporate strategy, which is focused on 
our customers’ success.” 

“Combining the Zeiss product portfolio with the optical 
3D measuring technology from GOM has the potential to 
create new opportunities and expand market access for 
Industrial Quality & Research. GOM offers cutting-edge 
solutions for surface digitisation, which will strengthen Zeiss 
in this area.”

“With this acquisition, we are pursuing our goal 
of achieving a leading position in the area of surface 
measurement and digitisation. Customers and users in both 
areas will benefit from the strengths of GOM and Zeiss in 

the areas of software and 
hardware,” said Dr. Jochen 
Peter, Member of the Zeiss 
Executive Board and Head 
of the Industrial Quality & 
Research segment.

“Being part of the 
Zeiss Group will open up 
new opportunities for GOM 
in the future, which will 
also positively impact the 
site in Braunschweig and 
our business partners. By 
pooling Zeiss and GOM’s 
process and solutions 
know-how, we can tap into 
new customer segments 
and applications,” says Dr. 
Detlef Winter, Managing 
Director of GOM. 

Once the transaction 
has been completed, GOM 
will become part of the 
Zeiss Industrial Quality 
& Research segment 

(revenue in 2017/18: 1.549 billion euros). The legal form 
of the GOM companies in Germany and abroad will remain 
unchanged. The successful cooperation with the global 
sales partners will be continued. Subject to approval by the 
regulatory authorities, the transaction is due to be finalised 
in the first half of 2019. Both sides have agreed not to 
disclose the financial details of this transaction. 

RGC comment on the GOM Zeiss merger
“RGC has been the GOM representative in South Africa 

since 2005. RGC has over the years built up a strong GOM 
presence in South Africa with many manual and automated 
system installed in South Africa. We have also developed a 
well-trained expert sales and support service team leading to 
its success in introducing GOM to the South African market,” 
said Aurelio Grech-Cumbo, Chief Executive Officer of RGC 
Engineering.

 “The fact is GOM will become part of the Zeiss group 
but will continue to operate independently where there is 
a GOM representation present, subject to all regulatory 
requirements being met.” 

 “GOM’s success is the global network that has been 
developed, besides South Africa, as well as GOM’s leading 
technology and technical support. These are the main values 
of GOM and their distribution network.”

  “Our clients do not have to worry about anything 
changing for them. They will continue to enjoy the support 
from RGC Engineering and GOM as before. Should our 
customers require any further clarification they are welcome 
to contact me.”

For further details contact RGC Engineering on  
TEL: 011 887 0800. Alternatively visit  
www.rgcengineering.co.za or www.gom.com

GOM acquired by Zeiss Group
Customers will benefit from combined industrial quality and research portfolio.
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Following two years of construction, Japanese technology 
group Yaskawa has now opened its new robot production 
facility with the European robotics development centre 

at Kočevje/Slovenia. Yaskawa had already started European 
production of its Motoman robots at the end of 2018. The 
investment volume is about 25 million euros. The new plant 
supplements the existing production facilities in Japan and 
China and will satisfy about 80% of the European demand for 
Motoman robots.

At the official opening ceremony on 8 April a total of 13 
representatives of the Yaskawa management and politicians 
cut the ribbon to inaugurate the company’s first European 
robot manufacturing facility. The approximately 300 invited 
guests included Slovenian Prime Minister Marjan Sarec, EU 
Commissioner for Transport Violeta Bulc and other celebrities 
from Slovenia and all over 
Europe. 

“Slovenia and Japan 
are bound by a long 
tradition of economic 
cooperation. I am 
convinced that this factory 
will further strengthen our 
cooperation in future,” 
said Prime Minister Sarec 
in Kočevje and promised: 
“We will do our best to 
ensure that Slovenia 
remains an attractive 
investment location.”

Reaction to growing 
demand

With this new 
production facility for 
Motoman industrial 
robots, the third in the 
world, Yaskawa is reacting 

to the sharp rise in demand in Europe and the EMEA region. 
In his opening address Masahiro Ogawa, Executive Officer 
of Yaskawa Electric Corp. and General Manager Robotics 
Division, explained: “Our goal is to shorten supply chains 
and delivery times, to enable us to react faster to regional 
market requirements and our customers’ wishes – not only 
with the new plant, but also with a major European robotics 
development centre.” 

Bruno Schnekenburger, CEO & President of Yaskawa 
Europe, added: “With this investment we want to further 
strengthen direct contacts to customers in Europe and work 
even more closely on the path to Industry 4.0, not least 
through first-class customer service.”

High demands for sustainability and efficiency
The robots to be manufactured in Kočevje will for the main 

part be the current 
Motoman GP series 
with a payload of 7 to 
225 kg. The GP series 
includes compact and 
extremely efficient 
handling robots for 
high-speed joining, 
packaging and general 
handling applications. 
“GP” stands for 
“General Purpose”, also 
for diverse applications. 
The 6-axis robots are 
thus true productivity 
drivers.

On a total gross 
area of over 12 000m², 
of which 10 000 m² 
are for production, the 
new factory building 
offers capacity for the 

manufacture of up to 

Yaskawa opens new  
production facility in Slovenia

The new robot production facility and European robotics development centre at Kočevje/Slovenia

At the forefront of machining on the production floor are a bank of Mazak 
HCN-5000 Horizontal Machining Centers
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10 000 Motoman robots per year. Furthermore, up to 
150 new jobs are to be created step-by-step, about 10% 
thereof in the development department.

The new building fulfils stringent requirements 
regarding sustainability and efficiency. The prerequisites 
for this were created in the planning phase with a 
software-supported simulation of the building in the 
form of a ‘digital twin’. The “Building Information 
Modelling” method – abbreviated to BIM – was used 
for the coordinated planning of the whole building with 
all parallel works, and simulated in the virtual digital 
model prior to the start of construction, then tested and 
corrected as needed.

Commitment to the location Europe
Yaskawa, with over 430 000 installed units, is one of 

the largest global players in the field of industrial robots 
and a leading international supplier of drive, automation 
and control technology, as well as components for the 
generation of alternative energy is pursuing an ambitious 
expansion strategy in Europe. 

“Current investments in Slovenia, similar to those 
recently made in Germany, France and Sweden, constitute 
a strategic element of the Europe initiative of the Yaskawa 
Group, as anchored in our global corporate goals Vision 
2025,” says Manfred Stern, Regional Head Yaskawa Europe. 

In relocating its technological know-how and production 
competence from Asia to Europe, the company, founded in 
1915, is consciously acting against the international trend. 

Employing a workforce of over 1 900 at various 
European locations, Yaskawa Europe GmbH with head office 

in Eschborn, Germany, recently generated annual sales 
exceeding 600 million euros. Approximately 300 people are 
currently employed at Yaskawa’s European Robotics Division, 
whose headquarters are located at Allershausen near Munich. 
Yaskawa has maintained its own subsidiary in Slovenia since 
1990.

For further details contact Yaskawa Southern Africa on 
TEL: 011 608 3186 or visit www.yaskawa.eu.com

Yaskawa Motoman robots hard at work in the new European production 
facility
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Omax Corporation, a 
manufacturer of abrasive 
waterjet systems, and 

Hypertherm, a US-based manufacturer 
of industrial cutting systems and 
software, have announced the 
successful closing of a previously 
announced agreement to establish 
Omax as a wholly-owned subsidiary of 
Hypertherm.

The agreement, first announced 
on March 20, formally combines 
Omax’s direct drive pumps, software, 
and applications technologies with 
Hypertherm’s complementary portfolio of intensifier-based 
pumps and abrasive recycling systems.

“As one of the world’s top waterjet manufacturers, we are 
excited to officially join forces with a company that shares our 
values and vision to deliver the industry’s broadest and most 
technologically advanced line-up of waterjet products,” said 
Omax co-founder and CEO John Cheung. 

“The Hypertherm culture and business philosophy is 
remarkably similar and complementary to Omax, and I have no 
doubt, the company I founded will keep a keen focus on the 
needs of our valued customers, as we have done for the past 
25 years. The Omax Corporation, and all it stands for, is in great 
hands with a very bright future ahead of it.”

“We are confident the combination of Omax and 
Hypertherm will advance our strategy of delivering diverse, 

technology-driven cutting solutions 
focused on dramatic improvements 
in customer outcomes. In uniting 
with Omax, Hypertherm can combine 
the strengths of two highly talented 
engineering groups - Omax engineers 
in Washington state with our waterjet 
group in Minnesota - to accelerate new 
waterjet technologies to market,” said 
Hypertherm president and CEO Evan 
Smith. 

“We have great respect for Omax 
and its products and look forward to 
working closely with the Omax team to 

build upon its founding legacy.”
Based in Kent, Washington, USA Omax Corporation is a 

global leader in advanced abrasive waterjet systems that 
cut virtually any material and thickness. Owner of the Omax, 
Maxiem, GlobalMax, and ProtoMax brands, the company 
provides a comprehensive selection of JetMachining Centers 
that feature intuitive software controls and incorporate the 
most efficient pump technology available. 

Hypertherm designs and manufactures industrial cutting 
products for use in a variety of industries such as shipbuilding, 
manufacturing, and automotive repair. Its product line includes 
cutting systems, in addition to CNC motion and height controls, 
CAM nesting software, robotic software and consumables.

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

Hypertherm acquires Omax

The Wohlers Report 2019 
has been released for those 
wanting to gain a special 

view of additive manufacturing 
(AM) and 3D printing worldwide. 
Wohlers Associates feels that this 
report has been more carefully 
and thoroughly researched 
and written than any other. 
Commentary from experts in every 
corner of the planet shared the 
cream of their findings from the 
past 12 months so that others can 
put their fingers on the pulse of the AM industry.

Available as a colour digital and full-colour printed/bound 
version, the report provides a global review and analysis of AM. 
This edition marks the 24th consecutive year of publication.

New and expanded features of the report include: benefits 
and challenges of designing for AM; listing of 107 early-stage 
investments valued at nearly $1.3 billion; production, pricing 
and use of metal powders; expert reports from 32 countries; 
and tables of systems, third-party materials, software tools 

and emerging developments.
The report was developed 

with the support of 127 service 
providers, 71 manufacturers 
of industrial AM systems, and 
30 producers of third-party 
materials and desktop 3D printers. 
Documented within are prominent 
research and development 
projects, collaborations and 
consortia, and the activities of 139 
academic and research institutes 
around the world.

The Wohlers Report 2019 has benefited from the 
important contributions of 80 co-authors. Also included 
within the 369-page publication are more than 147 pages of 
supplemental online content available exclusively to the buyers 
of the report.

Details on the new annual state of the industry report are 
at http://wohlersassociates.com

Wohlers report 2019 on additive 
manufacturing now available

Takes a look at significant growth in 3D printing materials segment.



The British car made its first appearance since the project 
went into administration outside new headquarters at 
SGS Berkeley Green University Technical College (UTC) on 

the Gloucestershire Science and Technology Park.
Now owned by Ian Warhurst, CEO of North Yorkshire-based 

Grafton LSR Ltd, the car has a fresh white and red paint job 
but is essentially unchanged. 

Current land speed record holder Andy Green, engineering 
director Mark Chapman and others came with the car; the 
project is focused on finishing the build and moving on to 
high-speed testing “as soon as possible”. 

Before the project went into administration, plans were 
under way for trials and eventually 1 000mph-plus runs on the 
Hakspeenpan in the Kalahari Desert, South Africa.

Mr Warhurst said: “Since buying Bloodhound from the 
administrators in December, the team and I have been 
overwhelmed by the passion and enthusiasm the public have 

shown for the project.” 
“Over the last decade, an incredible amount of hard graft 

has been put into the project, and it would be a tragedy to see 
it go to waste.”

“Starting with a clean slate, it’s my ambition to let 
Bloodhound off the leash to see just how fast this car can go. 
I’ll provide robust financing to ensure that there is cashflow to 
hit the high-speed testing deadlines we set ourselves.”

The move to the UTC has been made primarily because 
the Bloodhound Technical Centre at Avonmouth was larger 
than required, once the car had been built. 

The team looked at various options for a new 
headquarters, but the Berkeley option met a number of key 
requirements, including being the optimum size, immediately 
available, located in a secure environment and within half an 
hour of Bristol, enabling the project to retain key members of 
the team.

Bloodhound project back 
on track for world-record
The Bloodhound LSR (www.bloodhoundssc.com) project has 
been officially re-launched, with a new base, a new livery and 
a new owner vowing to let it “off the leash”. 
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Even though the floor planning for EMO Hannover 2019 
is still in full swing, the trade fair’s organiser VDW 
(German Machine Tool Builders’ Association) has already 

published the first details.
In September, the biggest change in the area plan will be 

found in halls 8 and 9. Both halls, perfectly located between 
the South and East 3 entrances, will be newly used and act 
as a link between halls 11 and 7. This way, the south-east 
corner of EMO Hannover will be significantly upgraded.

In terms of exhibition content, hall 8 will house the areas 
of mechanical components and waste disposal, as well as 
industrial electronics, robotics and industry 4.0. The industrial 
electronics, robotics and industry 4.0 section will continue in 
hall 9, where also additive manufacturing, IoT in production 
and the startup area will adjoin. For the first time, the 
German Federal Ministry for Economic Affairs and Energy’s 
founder’s prize for digital innovations will also be awarded 
here with a special prize for “digital innovations in production 
technology” worth 10 000 euros. Exhibitors of forming 
technology will also be changing halls – in 2019, they will be 
found in hall 16.

Even though changes in hall occupancy are still possible 
and the floor plan will continue for a few weeks, the world’s 
leading trade fair for metalworking is increasingly taking 
shape.

Club of Metalworking: Sign up to enjoy benefits such as 
free travel in Hannover

In summer 2018, EMO Hannover’s organiser VDW 
(German Machine Tool Builders’ Association) founded the 
Club of Metalworking. Membership is free of charge and is 
open to all experts in production technology, from the apprentice 
to the CEO. Club members enjoy numerous advantages at EMO 
Hannover, including free wardrobe, free use of local buses and 
trains and a free season ticket for EMO Hannover. Moreover, they 
enjoy free entry to the Club of Metalworking lounge and receive a 
newsletter with information about the world of metalworking and 
international metalworking trade fairs.

Particularly attractive in the run-up to EMO Hannover the 
discussion board on the club’s website www.clubofmetalworking.
com which invites you to find like-minded people to plan joint 
trade fair activities. Also, available hotel rooms can be offered 
to other trade fair visitors who were less successful in finding a 
room – even after the cancellation period has expired.

A full list of the club’s benefits can be found on the website 
www.clubofmetalworking.de. Just register as a member using 
the registration form and you can use the club‘s offer shortly 
thereafter.

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

Area plan of EMO Hannover 2019
Club of Metalworking card allows you free public transport within Hannover.
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Gleason Corporation has announced the signing of a 
definitive agreement with Daetwyler Industries AG 
and MDC Max Daetwyler AG to acquire all assets of 

Daetwyler’s Faessler gear-honing business. 
Under the Faessler brand, Daetwyler has been producing 

gear-honing machines, related work-holding and tools for the 
high-precision hard finishing of gears. 

The business operations of the Faessler division, which 
has about 70 employees, will be acquired by a new Gleason 
subsidiary, Gleason Switzerland AG, and will continue to 
operate at its current Swiss facilities in Bleienbach and 
Dietikon. The existing management team will be retained. 

The transaction is structured as an asset deal, whereby 
“substantially all assets and certain contractual relationships 
of the Faessler business will be transferred by way of a bulk 
transfer according to the Swiss Merger Act”. 

It is subject to employee notice periods and other 
customary closing conditions, which was expected to be 
completed in April 2019. 

John Perrotti, president and CEO of Gleason Corp, said: 

“Faessler is a leader in honing technology for gears and 
ideally complements Gleason’s existing product line for gear 
hard-finishing solutions.” 

“Its established presence in the global market-place and 
Gleason’s extensive sales and service organisation will create 
great synergies for existing and new customers.”

Ralph Daetwyler, CEO of Daetwyler Global Tec Holding, 
said “We are pleased to have a company such as Gleason 
- with its long tradition in gear technology and the gear 
production equipment market - become the new owner of this 
business.” 

“We are proud of the accomplishments of the Faessler 
team, and we believe the potential for Faessler’s continued 
growth and success by being part of Gleason, with its market 
leadership and global reach, is truly exciting.”

Further details at www.gleason.com

Gleason to acquire 
Faessler honing  
business
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Detecting defects with  
thermography during the  
additive manufacturing process

Additive manufacturing methods enable complex 
components to be constructed and manufactured 
with precision and in a cost-efficient manner. This 

is particularly useful when parts are only needed in small 
amounts. However, as this technology is still relatively young, 
suitable methods for quality control during manufacturing have 
been lacking to date. 

Scientists at the Bundesanstalt für Materialforschung und 
-prüfung (BAM) are thus investigating the process: They are 
developing methods that can monitor whether any defects 
occur within the component during production. In this way, 
complex post-production quality testing and rejects can be 
minimised in the future. The manufacturing of components – 
for applications within aerospace and medical technology, for 
example – would become quicker and more cost-efficient as a 
result.

In its project ‘Process monitoring in additive 
manufacturing’ (ProMoAM), BAM is focusing on examining 
the manufacturing of components from metallic feedstock 
materials. Among these components, there are those 
produced by selective laser melting in a powder bed process. 
The questions that arise are, for example: Do gas pores or 
cracks form? And if yes: What causes them and how can we 
stop these quality defects from emerging?

In order to tackle this issue, the project team is developing 
spectroscopic and non-destructive testing methods to 
monitor the manufacturing process. “As the components are 

manufactured in layers during the powder bed process, each 
layer forms the surface at some point along the manufacturing 
process,” explains project leader Dr Simon Altenburg. “We 
use this opportunity for so-called in-situ monitoring.” For this 
application, approaches such as thermographic and optical 
methods are used.

The individual measurement results are then merged 
to form a 3D data set which corresponds with the 
component’s geometry. The complete data set provides 
scientists with comprehensive information concerning the 
interior of the component, and therefore also its quality. In 
addition, conclusions can be drawn as to where the additive 
manufacturing process can be improved.

For their work, the project team uses BAM's extensive 
experience within the research-based and industry-oriented 
development of non-destructive and chemical analysis 
methods in industrial processes.

The quality of additively manufactured parts must be 
assured, particularly if they play an important role in the 
safe operation of industrial plants or engines. “Our goal is to 
monitor the production of components during the process in 
such a reliable way that no further tests are required following 
production in the future,” says Altenburg.

Quality control while the process is ongoing will make the 
additive manufacturing of complex parts easier and quicker. It 
is in this way that BAM expertise is supporting the successful 
use of additive manufacturing processes in practice.

Gloucestershire-based 
Renishaw has collaborated 
with two advanced-

technology companies to 
demonstrate the advantages of 
additive manufacturing (AM) in the 
production of spinal implants. 

Its work with Irish Manufacturing 
Research (IMR) and nTopology 
shows how streamlined the 
transition from design to AM can 
be when working with the right 
partners. 

IMR designed a representative titanium spinal implant, 
aimed at the cervical spine (c spine), using advanced-
manufacturing software company nTopology’s generative 
design software. 

IMR then made the implants using Renishaw’s RenAM 
500M metal AM system. 

Ed Littlewood, Renishaw’s Medical and Dental Products 
Division marketing manager, said: “AM can be used to 
manufacture spinal implants with lattice structures that 
cannot be achieved with conventional manufacturing 
techniques.” 

“An implant with a lattice structure is lightweight, can be 
optimised to meet the required loading conditions and has a 

greater surface area, which can 
aid osseo-integration.” 

“AM implants can be 
designed to mimic the 
mechanical properties of bone, 
resulting in better patient 
outcomes, but all of this comes 
to nothing if you do not have the 
tools to create the design.” 

Matt Rohr, nTopology’s 
application engineering 
manager, said: “Traditional CAD 
tools weren’t built to design 

complex lattice structures; the job would be difficult or even 
impossible. nTopology was structured to complement existing 
work-flows and make the job easier.” 

“We cut the design time of complex structures from days 
to minutes, which was a crucial component in helping this 
project run to schedule.”

Sean McConnell, IMR senior research engineer, said: 
“Renishaw worked tirelessly with us on improving the AM 
process for producing the spinal implants.” 

“Together, we designed a set of experiments that yield the 
most appropriate parameter settings for the product.” 

“As a result, we reduced the amount of post-processing 
required on key features of the implants by a factor of 10.”

AM capabilities shown by Renishaw collaboration



The last night of February 
2019 saw the Manufacturing 
Technologies Association (MTA) 

hold its Annual Dinner at the Park 
Plaza Hotel in Westminster, London. 

The event had particular 
significance this year, as it marked 
the 100th anniversary of the 
Association representing the 
UK’s suppliers of manufacturing 
technology. It was attended by 
over 500 guests from the MTA’s 
membership and the wider 
manufacturing community. 

Marcus Burton, MTA president 
and director of Yamazaki Mazak, 
used his keynote speech to reflect 
on the history of the association and 
how manufacturing technology will 
shape our future. 

He said: “The overarching lesson 
from our history is those that have prospered are those that 
have understood what is happening around them, embraced 
the new opportunities and changed their business models.” 

“With the opportunities of the 4th Industrial Revolution, we 
can leapfrog the past and invest in the future. Businesses, the 

public and Government must embrace 
these new opportunities and ensure 
that the UK changes its culture to one 
of long-term investment.” 

Mr Burton concluded: 
“Digitalisation is going to dominate 
the future of our industry; in fact, 
manufacturing is being recast as a 
digital industry. We in this room have 
everything that is needed to move 
productivity forward.” 

The dinner also saw the MTA 
honour four key figures in the 
manufacturing technologies sector, by 
presenting each with an Outstanding 
Contribution to UK Industry award. 

They were: Sir David McMurtry, 
executive chairman of Renishaw; John 
Deer, deputy chairman of Renishaw; 
Keith Ridgway, executive dean of the 
AMRC Group; and Juergen Maier, chief 

executive of Siemens UK. 
Speaking of the dinner and awards, MTA CEO James Selka 

said: “It is fantastic to have so many of UK manufacturing’s 
leading figures in one room to celebrate 100 years of the 
MTA.”

MTA celebrates 100th anniversary

Marcus-Burton President of the MTA and Director  
of Yamazaki Mazak

Yamazaki Mazak will celebrate a decade of success for its 
European Technology Centre (ETC) in 2019. The facility, 
which is located at its European Manufacturing Plant in 

Worcester, UK first opened its doors in 2009, and has since 
hosted in excess of 33 000 visitors.

The 2 900m² facility is home to a regularly changing line-
up of CNC machine tools and laser-processing machines from 
Mazak’s portfolio. Indeed, the ETC is often the first place in 
the UK that customers can see the company’s new models 
once they have been launched.

As well as a 97-seat auditorium and demonstration area, 
the ETC also includes Mazak’s ‘Solutions Gallery’, which 
displays a snapshot of finished components that have been 
processed on a Mazak machine tool or laser machine at some 
stage of their production process. All parts on display were 
produced by Mazak customers.

Over the years, the ETC has played host to a number of 
open houses, notably in the aftermath of major European 
events such as EMO and EuroBLECH. The open houses give 
those UK customers unable to attend these exhibitions a 
chance to see many of the machines in live-cutting action.

Mazak’s ETC has also hosted a number of broader UK 
manufacturing events, as well as many educational visits 
from local schools and colleges. The facility’s constant use 
emphasises its importance not just to Mazak, but to both the 
sector as a whole, and the Worcestershire community.

Richard Smith, European group managing director, says: 

“The ETC is one of the biggest assets Mazak has here in the 
UK, and it has played a significant role in growing both our 
UK and European customer base over the past decade. To 
have welcomed over 33 000 visitors since opening is quite 
a feat. We always take great pleasure in taking visitors – be 
they a seasoned Mazak customer or a primary school pupil – 
around the ETC, and allowing them to witness a glimpse of our 
product portfolio in live cutting action.”

“However, with two more open houses and several other 
events already in the pipeline, there will no let-up for the ETC 
in 2019,” he concludes.

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

Mazak celebrates 10th anniversary 
of European technology centre
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CHMER’s latest 
RV853L intelligent 
linear motor 

drive WEDM is built 
to meet the great 
global demand for 
sophisticated machining 
processes in the 
aerospace, automobile 
and ICT sectors, as 
well as various other 
manufacturing industries 
requiring high-precision 
components and moulds. 
The RV853L is a winner 
of the Taiwan Excellence 
Gold Award for offering 
intelligent technologies 
and user-friendly 
functions for improved 
production speed and 
efficiency. 

“The innovative RV 
series is designed and 
built to meet the needs 
of machining complex 
parts. On top of offering 
higher precision, greater 
processing efficiency 
and smarter industrial 
design, the RV series 
provides multiple user-
friendly functions to further 
increase productivity for 
the operator,” said CHMER 
general manager Brad 
Wang. 

The RV853L linear 
motor driven wire cut EDM, 
which has 32 patents, is 
designed with a moving 
column structure, remote 
monitoring functions, a 
new E8 controller, AWT and 
many other automation 
devices. 

The new intelligent controller on the RV853L has 
machine diagnostics and machine utilisation analysis 
functions to improve the users’ benefits. Other features 
include the user-friendly interface, the LED display of the 
machining status and the 19-inch touch-sensitive control 
panel that provide interactive dialogue windows.

It also includes a remote monitoring system and real-
time control for machining information. Users can use a 
laptop to monitor the machine in real-time and reduce 
costs by not having to check the machine physically. 

The automatic wire 
threading system 
allows for unmanned 
operation - day and 
night - and completes 
the wire threading 
in six seconds with 
an almost 100% 
successful rate.

The RV853L has a 
‘One Touch’ automatic 
sliding door and an 
intelligent water level 
control system. This 
system senses the 
water level so as to 
fill in and drain out 
and achieve improve 
workpiece cooling 
and deslagging, when 
necessary.

The high 
performance linear 
motor has features 
of high response, no 
vibration and backlash 
and is maintenance-
free, says CHMER.

The machine is also 
manufactured with an 
innovative E8 electronic 
control system that 
allows for high-speed 
machining, is energy-
saving and is stable 
during machining. The 
new discharging circuit 
of the E8 is said to 
speed up machining 
by 20% on a workpiece 
thickness of 150mm 
above. 

Using FPGA with 
quick response, a wire 
breaking suppression 
and an IVC stable 

power supply, allows for repeat accuracy. The RV853L is 
equipped with an inverter chiller, which results in more 
energy savings. Temperature control is within ± 0.3 degree 
C, which increases the machining stability. A clean water 
circulation system extends the service life of consumables 
says CHMER. The filter life is enhanced two times compared 
to the previous system.

For further information contact Extreme Machine 
Technologies on TEL: 011 894 5455 or visit  
www.edmworld.co.za

CHMER EDM’s RV853L  
high-precision intelligent WEDM

PRODUCT   REVIEW

Sakkie Coetzee of Extreme Machine Technologies visited TIMTOS 2019 recently. 
He is seen with Karel Terblanche, also of Extreme Machine Technologies  

and Brad Wang and Miga Wang both of CHMER

CHMER EDM’s RV853L high-precision intelligent WEDM
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Widia has published its Advances 2019 product 
catalogue, which is now available in the UK from 
Industrial Tooling Corporation (ITC). The 100-page 

publication contains information on newly developed products 
and extensions to Widia’s range of solid carbide and indexable 
tooling.

Introduced within the catalogue are various indexable 
milling, solid-carbide milling, hole-making and turning product 
lines. A particular highlight is the Widia VSM890-12 series of 
shoulder and face-milling tools. This eight-edged, double-sided 
indexable range is said to be one of the very few economic 
industry solutions that provide true 90° milling. Weldon end 
mills and shell mills are available from 32mm to 250mm 
diameter featuring a variety of insert grades and geometries 
to suit all material types.

Complementing the VSM890-12 is the newly developed 
VXF high-feed milling range. As part of the Victory X-Feed 
portfolio, the VXF will be available with 7mm and 12mm 
insert designations. Suitable for high-feed roughing, the VXF 
incorporates an optimised tool body and chip-gash design that 
maximises rigidity and performance with good swarf removal 
characteristics.

Alongside the VXF offering is an extended range of 70NS 
solid-carbide end mills. The six-flute 70NS with 3xD cutting 
for circular plunging, ramping, facing and pocketing, has been 
optimised with a newly devised geometry design that includes 
a larger radial engagement for the high-feed machining of 
exotic materials. Further products added to the milling range 

include the GP 
series, and 4U50 
and 4U80 end mills 
for rough machining 
in the aerospace 
industry.

As part of the enhanced turning platform, 
Widia has introduced its WGC range of parting 
and grooving solutions. The WGC platform offers a complete 
series of tool bodies, blades and insert sizes that are 
available in a range of geometry styles and grades.

Widia has also added to its portfolio with the enhanced 
Top-Cut 4 and TDMX drilling ranges. Although both are existing 
product lines, a redesign of the TDMX now sees a completely 
new insert geometry and an enhanced drill body that 
simplifies insert changes while adding even greater rigidity 
and stability. Furthermore, the polished-flute TDMX is now 
available with 3xD, 5xD and 8xD designations for drilling holes 
from 16mm to 40mm diameter.

The 100-page cutting tool publication is available in 
print, upon request, or digitally via the ITC website. For 
manufacturers imbued in the aerospace industry, Widia 
will be publishing an ‘all-inclusive’ catalogue later in 2019 
to showcase the tooling solutions and optimal machining 
strategies for this industry sector.

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

Latest Widia tooling  
catalogue available

Manufactured in the UK by LK Metrology, the latest Altera 
range of CMMs has been coupled with Renishaw’s 
REVO-2 scanning system and multi-sensor technology 

to offer manufacturers a five-axis solution for inspecting the 
dimensional accuracy and surface finish of components.

A notable design feature of the newly developed SCANtek 
5 package is the ceramic construction of the CMM beam and 
spindle, which combines optimal stiffness-to-weight ratio for 
responsiveness with mechanical and thermal stability.

The SCANtek 5 multi-sensor package includes Renishaw’s 
MODUS software for importing data, controlling the CMM, 
acquiring results and reporting – including GD&T labelling. 
High scanning speeds boost measurement throughput, 
shorten production lead-times, provide awareness of product 
conformance, and prevent the metrology department from 
becoming a bottleneck.

LK’s SCANtek 5 is available in a variety of standard 
measuring volumes from 800 x 700 x 600mm (8.7.6) to 6 000 x 
2 000 x 1 000mm (60.20.10), with larger options. The Alteram 
models with repeatability from 1.5µm are being marketed 
alongside an Altera SL range offering repeatability from 0.7µm. 
LK says it is so sure of the long-term performance of these 
premium machines that it is the only CMM manufacturer to offer 

a 10-year 
accuracy 
guarantee.

Ready 
for operation 
immediately 
it arrives in 
the inspection 
room or on 
the shop floor, 
the five-axis 
CMM gives 
users a competitive advantage, making it easier to win new 
work and speed product development. A three-axis measuring 
solution, by contrast, is often unable to measure some complex 
features.

Scanning at up to 500mm/s, without the stylus leaving the 
surface of the component, allows the co-ordinates of up to 4 
000 points to be captured ‘on-the-fly’ every second, a rate of 
data acquisition far higher than is possible using conventional 
probing techniques.

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

LK develops 5-axis  
CMM for complex parts
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New times dictate new demands for cutting tool 
manufacturers. Simply supplying tools and assisting 
in their application, including planning machining 

operations, is not enough – the modern metalworking industry 
requires virtual, non-material solutions that will be an essential 
feature of product lines tomorrow.

Digitising of manufacturing industries, a clear trend 
of today’s reality, is one of the distinct technological 
breakthroughs stimulated 
by the “fourth industrial 
revolution” - the 
implementation of 
Industry 4.0 standards. 
The wind of change has 
already transformed 
even a relatively 
conservative industrial 
sector: Metalworking. As 
machining continues to 
be an essential method in 
metalworking technology, 
cutting tool manufacturing, 
which provides tools 
for this method, has 
faced a necessity to 
meet new requirements. 
Consequently the 
information that specifies 
the tools should be unified 
and digitised in the same 
manner. Information 
interoperability is the key 
to ensuring a relevant 
data exchange between 
different components of 
today and tomorrows smart 
manufacturing processes.

The ISO 13399 standard specifies data representation for 
cutting tools and tool holders, in a manner that will ensure 
platform independence universally. The main target is to 
create a computer representation of the tools and the holders 
that is unified and understandable for various elements of 
metalworking technology, whether they are real or virtual, 
including computer aided design and manufacturing (CAD/
CAM) systems.

From technologists working on process planning, engineers 
designing tool assemblies or preparing the tooling part of a 
complex key project and CNC programmers checking a tool 
path in a CAD/CAM environment, to application specialists 
optimising machining operations and even sales managers 
assisting in selecting a more effective tool – all might spend 
hours adopting tool manufacturers tool data to the customer’s 
software. Every CAD/CAM user needs to have immediate and 
simple access to digitised tool data, and this requirement has 
become of strategic importance in the service provided by a 
tool producer. 

Data transfer
Essential data transfer is conducted via a STEP file 

with .p21 extension, which stores text code related to the 
parametric values of the product. In addition, the .p21 
file provides the name of the 3D file of a specific product. 
ISO 13399 stipulates the .p21 file that can be transferred 
between computer platforms for CAD and CAM users. 

E-CAT Competencies
Recognising the value 

of providing accessible 
and accurate tool data 
for pre-machining on 
the shop floors, Iscar 
incorporated tool 
assembly options into 
“E-CAT,” the company’s 
comprehensive electronic 
catalogue. This option 
enables users to build 
a tool assembly from 
various Iscar products 
represented in E-CAT and 
then easily integrate the 
tool assembly data into 
their CAD/CAM system, 
which allows users to 
continue the analysis of 
applying the assembly to 
specific operations with 
the use of simulation 
software functions.

E-CAT represents an 
effective instrument for 
solving several tasks 
that are encountered by 
manufacturers today. The 

programme integrates an advanced filtering system to enable 
the selection of the most suitable tools for the operation, 
based on machining parameters. The tool assembly includes 
the tool, exchangeable inserts or cutting heads, a toolholder 
and, if necessary, a reducer or an extension - all of which 
will optimally meet assembly specifications. For example, the 
system recognises whether the toolholder selected will ensure 
the exact position of a clamped cutter, or whether the position 
should be changed by the user.  

A digital twin representation of the tool assembly is 
generated based on the ISO 13399 standard, which is a 
guarantee of successful communication between current and 
future software support in a digitised smart factory. 

The assembly ensures fast and reliable simulation of the 
operation as well as collision (interference) checking, tool 
path optimisation, and the design of workholding fixtures. As 
the selected machining method results in the value of forces 
acting on workpieces and a tool configuration influences the 
shape of workholding elements, simulating the operation 

From CAD/CAM to tool assembly: 
Modern times require modern  
solutions says Iscar
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with the use of the tool assembly model may 
be considered as an effective instrument for 
workholder design. 

The analysis is performed in a virtual 
manufacturing environment and not on the shop 
floor, which minimises and even prevents possible 
errors during real cutting. The assemblies created 
are accessible for downloading in both 3D and 2D 
formats to facilitate the preparation of drawings, 
sketches and other engineering documents.

E-CAT is simple and user-friendly, and even 
integrates a CAD function for creating a tool 
assembly from library elements that reflect 
standard items from the product lines. The tool 
assembly model is platform-independent and 
is intended to be integrated into the user’s own 
CAM software, to prevent errors on the shop floor 
during machining.  

The ability to plan and examine single- and 
multiple tool assemblies in the early stages of 
manufacturing is an extremely valuable source 
of time and cost saving. Iscar believes that 
ensuring such a possibility should be an integral 
feature of any cutting tool manufacturer’s 
product mix. The tool assembly options offer an 
appropriate and effective answer to the needs 
of modern metalworking, and more E-CAT tool 
assembly applications are near at hand to assist 
metalworking manufacturers in the evolving world 
of Industry 4.0. 

For further details contact Iscar South Africa on  
TEL: 011 997 2700 or visit www.iscar.com
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The new S31 performs complex and varied grinding tasks 
precisely and reliably. It can be used to produce small 
to medium-sized workpieces with a distance between 

centres of 400, 650, 1 000 and 1 600mm and a centre 
height of 175mm in individual, small batch and high-volume 
production. With a high-resolution B-axis of 0.00005° the 
swivelling wheelhead enables efficient external, internal and 
surface grinding in a single clamping. 

The foundation of the universal cylindrical grinding 
machine is the machine bed made from solid Granitan® 
S103. This provides high dimensional stability thanks to 
its favourable thermal behaviour, while the mineral casting 
largely equalises short-term variations in temperature. 
Studer has redesigned the machine base geometry and 
added an innovative base temperature control. This 
ensures quick and stable production. The fixing of the 
dressing device on the double T-slot of the longitudinal 

slide drastically reduces the 
complexity of setup and changeover. 
A further highlight: The S31 features 
StuderGuide® guideways with their 
damping component in the direction of 
movement. 

Very wide range of wheelhead 
variants

The S31 is based on the Studer 
T-slide concept. It now has an 
extended X-axis stroke of 370mm. 
This enables a large number of 
wheelhead variants, which can be 
precisely tailored to the customer’s 
requirements. Customers can choose 
between the turret wheelhead with 
continuously variable B-axis or B-axis 
with 1° Hirth coupling. The turret 
wheelhead can be equipped with 
several grinding wheels. Thanks to the 
software for grinding wheel alignment, 
Studer Quick-Set, changeover times 

are reduced by up to 90 per cent. The new S31 enables 
grinding of different diameters and cones with just one 
grinding wheel and without time-consuming intermediate 
dressing. This is made possible by the direct drive on the 
B-axis with a positioning scatter of <1”.  

Impressive software
Over a hundred years of grinding experience are invested 

in StuderWIN, which enables reliable programming and 
efficient operation. StuderTechnology also automatically 
calculates the optimal grinding parameters in a matter of 
seconds, based on just a little information. This means 
good quality and a stable process at the first attempt. 
The optional integrated modules such as StuderForm, 
StuderThread or StuderContourBasic, extend the 
functionality of the machine. 

The S31 is equipped with a Fanuc 
0i-TF and is optionally available 
with the Fanuc 31i-B for High 
Speed Machining (HSM). The PCU 
manual control unit enables setup 
of the machine close to the grinding 
process. Non-productive times can 
be reduced to a minimum with the 
electronic contact detection function. 
In addition, the standardised loader 
interface enables automation of the 
S31. 

The S31 has distances between 
centres of 400mm, 650mm, 1 
000mm and 1600mm, a centre 
height of 175mm and maximum 
workpiece weight 150 kilograms.

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

The new Studer S31 – 
The versatile machine for large tasks
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Creating deep holes 
in some of the most 
difficult materials 

created takes not only 
nerves of steel but also 
the right cutting tool that 
alleviates the stress of 
standing over the machine 
hoping that the work is 
performed efficiently and 
effectively.

In order to make sure 
that deep-hole drills are 
following the correct path, 
TaeguTec offers solid 
carbide guide pads for the 
T-Deep line of deep drilling 
heads and gun drills.

The numerous 
advantages of solid carbide guide pads make their use more 
economical both in price and performance over brazed guide 
pads. 

Lower power consumption, longer tool life, fewer required 
items covering the same diameter range relative to the 
competition as well as the introduction of advanced carbide 
grades all contribute to this new line being the optimal 
productivity solution. 

TaeguTec’s guide pads are ideal for any industry that 
needs to drill deep through various materials. For example, 
TaeguTec’s solid carbide guide pads used to achieve 
economical and productive deep hole drilling are utilised 
in the automotive industry’s fabrication of diesel engines 
and truck bodies, the energy industry’s production of heat 
exchangers, the creation of oil holes used in hydraulic parts 

and heavy industry’s 
manufacture of ship 
propeller shafts.

Also, guide pads 
are equally important 
in the aerospace 
industry where landing 
gears and gas turbines 
have to follow strict 
safety requirements, 
the defence sector 
where the barrels 
of any number of 
canons need to follow 
precise manufacture 
requirements in order 
that ordinances reach 
their intended target, 
die and mould’s very 

important coolant holes, the steel industry’s billets, machine 
builders’ spindles and the construction machinery sector’s 
production of the incredibly resilient track shoes. 

The line of guide pads is available from PAD-06 to PAD-18 
sizes and two grades. For general deep-hole drilling where 
both oil and emulsion coolant are needed, the SB grade is 
suitably adapted to these cutting conditions. Where higher 
tool life is needed, a supplementary SA grade using only oil 
coolant aimed at preventing insert failure in stable cutting 
conditions is the perfect choice. 

Solid carbide guide pads are wholly precision ground 
providing superior tool life and productivity relative to their 
brazed equivalent. 

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

TaeguTec offers solid carbide guide 
pads for the T-Deep line of deep drilling 

heads and gun drills



Hurco has introduced 
the Hurco MAX5 
control with the 

new 3D Import feature 
that includes 3D DXF 
technology. This control 
feature allows the user to 
simply load the file they 
receive from their customer 
directly into the Hurco 
control.

“3D Import eliminates 
extra steps and is a huge 
time saver,” said Mike 
Cope, product technical 
specialist for Hurco.

Cope explained the 
evolution of the 3D 
Import, which illustrates 
Hurco’s commitment to 
continuous innovation 
of conversational 
programming, which was 
invented by Hurco in 1976.

“When Hurco 
introduced the DXF 
Transfer option in 1992, it 
was a real game-changer 
for the end-user because 
many shops received DWG or DXF drawing files,” he said. 

“This made it easy to transfer the files to the machine 
and use them to create their programs on the shop floor 
(right at their Hurco CNC Machine) and eliminated incorrect 
data being entered, or ‘fat-fingering numbers’ as we say in 
the shop.”

“Today, it is common for shops to receive solid models of 
the parts they need to produce; paper prints are becoming 
obsolete. Therefore, Hurco engineers developed 3D Import, 
which includes 3D DXF technology that displays all geometry 
that the CAD system outputs, including splines. With 3D 
DXF, the customer can select the bottom of a contour and 
the Z-axis depths will also be input automatically into the 
conversational block.”

All previous versions of DXF translators only displayed 
lines and arcs data, and were only useful in 2D since no 
Z-axis data was translated. 3D Import (the solid model 
portion) automatically creates the necessary transform 
plane data blocks in conversational programming for five-
sided programmes.

“As a proponent of five-sided machining, the automatic 
creation of transform planes is where this control feature 
really shines,” said Cope, who is the author of the 
book, “The Power of FIVE: The Definitive Guide to 5-Axis 
Machining.”

Additionally, the integrated Hurco control powered by 

WinMax is a flexible and intuitive control; it is equipped with 
a 2.7GHz dual-core processor, 4GB RAM memory, a 128GB 
solid-state hard drive, a 10 000 block look-a-head, and an 
intuitive graphical user interface that supports multiple 
machining strategies. As the inventor of conversational 
programming, Hurco is considered the gold standard in the 
industry, but the control has many high-end features for NC 
programming, too.

In addition to the integrated MAX5 control, Hurco’s 
expansive line of CNC machining centers are equipped with 
the sophisticated motion control system Hurco invented that 
determines the optimal trajectory to run the tool, provides 
consistent programmed feed rates, and reduces cycle time. 
With this patented motion control system, called UltiMotion, 
cornering velocity is 2.5 times faster than conventional 
motion, machine jerk is reduced by half and because the 
software is smart enough to adapt as required by the tool 
path, dynamic variable look-a-head can be up to 10 000 
blocks.

UltiMotion is different than the smoothing features 
offered by CAD/CAM software and improves upon CAM 
output by providing better handling of the machine 
mechanics and dynamics. All Hurco CNC machining centers 
are equipped with UltiMotion as a standard feature. 
Additionally, no setup or programming is required.

For further details contact Hurco South Africa on  
TEL: 011 849 5600 or visit www.HURCO.co.za

Hurco introduces new 3D Import 
with 3D DXF Technology
Max5 control can now import solid 3D CAD models directly.
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Bystronic is expanding the BySprint Fiber laser cutting 
system with the 12020 extra-large-format. This increases 
laser cutting productivity and the diversity of cutting 

applications.
More sheet metal, more parts, and more variety
Extra-large-format laser cutting systems enable users to 

stand out against competitors. Hence, Bystronic is expanding 
the BySprint Fiber laser cutting system with the 12020 
format. The machine can be equipped with the Fiber 3 000, 
4 000, or 6 000kW laser sources, depending on the user’s 

requirements.
Thanks to the new extra-large-format, users can process 

metal sheets up to a length of 12 metres using the BySprint 
Fiber. On the one hand, this increases the machine’s 
productivity, because large metal sheets allow the cut parts 
to be nested more efficiently. On the other hand, this also 
significantly reduces undesirable raw material offcuts. 
Apropos, the BySoft 7 process software supports the user in 
this process with intelligent nesting procedures.

The new extra-large format also increases the variety of 
cutting applications on the BySprint Fiber. If required, large-
format metal sheets allow large parts to be cut in addition 
to diverse small parts, without requiring the machine to 
interrupt the laser cutting process. This provides a competitive 
advantage that laser cutting systems in the common standard 
formats cannot offer.

In addition to cutting applications with extra-large metal 
sheets, the 12020 format also enables smaller sheets to 
be processed by lining them up on the BySprint Fiber’s 
long cutting table. Users can simply prepare sufficient raw 
material, in order to subsequently allow the fiber laser cutting 
system to cut the sheets consecutively without interrupting 
the cutting process for a longer period of time.

Beside the 12020 format Bystronic also offers the 
BySprint Fiber in the formats 8020, 6520, 4020 and 3015.

For further details contact Gareth Jackson of Bystronic  
on 083 288 1111 or visit www.bystronic.com

Bystronic BySprint Fiber:  
Now in the 12-metre format

The BySprint Fiber 12020 can be equipped with 3kW, 4kW or 6kW laser sources, depending  
on the user’s requirements

More sheet metal, more parts: The 12-metre format increases 
productivity because large metal sheets allow the cut parts to be 

nested more efficiently
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Multitasking machine 
tool technology 
has revolutionised 

manufacturing and continues to 
play a critical role in today’s truly 
progressive shops. Besides the 
amazing gains in productivity, 
multitasking technology has 
catapulted shops, especially 
smaller ones, to levels where 
they can easily machine the 
most complex parts in the world 
and do so cost-effectively.

Current multitasking 
machine configurations can 
incorporate a veritable slew 
of components and capabilities - from twin turning spindles, 
multiple tool turrets with rotary tool stations and Y-axis off-
centerline capability to tilt/rotary B-axis milling spindles, 
rotary/tilt tables and large capacity tool magazines. And while 
some shops may believe the technology has levelled off, quite 
the opposite holds true as machine tool builders refine and 
improve upon the designs of multitasking machines every day.

Some of these design advancements in multitasking 
machine tool technology include integral-motor roller cam-style 
turrets, enhanced lower turrets, direct-drive milling spindles 
and servo drilling tailstocks. Additional advanced capabilities 
include simultaneous milling with upper and lower machine 
turrets and long drilling operations.

Integral-motor turrets that use roller gear cam drive 
systems deliver smooth, high-speed, high-accuracy digital 
indexing as well as expandability. Such versatile turrets 
typically house 12 tool positions with the ability to expand up 
to 24. Increased tool capacity equals longer uninterrupted 
run times and the ability to use more common tooling, which 
helps reduce overall tooling inventory.

This innovative 
turret design 
eliminates the 
need for curvic/
index couplings, 
and expandability is 
possible because the 
turret indexes digitally 
to any position 
without changes to 
its housing. And once 
in position, integral 
hydraulic clamping 
systems are typically 
used to ensure maximum rigidity.

As is the case with their upper counterparts, lower turrets 
on multitasking machines also continue to evolve and expand 
in terms of capabilities as well as their tooling capacities. 
Lower turrets are now more robust and powerful and typically 
offer up to nine tool positions with options for live milling 
spindles. For increased productivity and part processing 
versatility, lower turrets can work simultaneously with upper 
turrets on the same workpiece. Or, lower turrets can work 
in combination with a machine’s milling spindle that can be 

applied to either side of the 
machine’s headstock to further 
reduce machining cycle times.

Today’s multitasking 
machine turrets sport rotary 
tool spindles that are faster 
and more powerful than their 
predecessors, thanks to new 
direct-drive technology. Direct-
drive mill motors deliver up to 
24 per cent faster spindle rpm 
and 60 per cent higher torque 
levels. All of which equates to 
boosts in processing versatility, 
productivity and tool life along 
with improved part surface 

finish quality.
The latest NC servo-driven tailstocks further enable 

automated processes on today’s Multi-Tasking machines. 
These tailstocks are fully programmable and run on their own 
AC servomotors and ball screws. Through part programmes, 
the tailstocks can extend to known positions and with 
specified approach feed rates and make contact with 
workpieces at consistent holding pressures. Because of their 
positive independent drive systems, these tailstocks can also 
drill holes on shaft centerlines, which adds versatility to the 
jobs a Multi-Tasking machine can process.

As an increasing number of shops face longer, larger and 
more complex shaft-type workpieces, current multitasking 
machines can offer extended bed lengths teamed up with 
innovations such as long drill/tool stockers. These machines 
significantly boost processing speed and efficiency for those 
challenging parts.

For deep hole operations, long-tool stockers allow 
machines to handle and store multiple tools – typically as 
many as three and each about 100mm in length. Stockers 

are located above 
the machine’s 
second spindle 
or, depending on 
machine version, 
its tailstock to 
keep tools well 
out of the way, 
yet quickly and 
easily accessed 
automatically.

On the 
control side of 
multitasking, 

Mazak’s Smooth Technology functions such as Smooth Corner 
Control and Variable Acceleration Control optimise cutting 
paths, while Mazak Smooth Link makes it possible to sync 
a machine with a mobile device to monitor and manage 
its status at any time from a smartphone, tablet or laptop 
computer. Designed to sync with Mazatrol Smooth CNCs, this 
digital tool captures real-time information from the control and 
securely transfers the information to a mobile device via Wi-Fi.

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

Mazak spotlights multitasking:  
What is it good for? Absolutely everything!



In many industries, the production of specialist tools is 
one of the most expensive aspects of the production 
processes. It is generally costly, time consuming and 

very technically demanding to use conventional processes. 
EOS has a solution. Based on Additive Manufacturing, EOS 
enables single parts or individualised serial products to be 
manufactured quickly, cost-effectively and flexibly, even in 
small batch sizes. 

Even highly complex forms and designs with integrated 
cooling or tempering channels are not a problem for additive 
manufacturing. Conventional production processes reach 
the limit of their capabilities here. They restrict design and 
construction freedom because, for example, the only solution 
for cooling is often simply to drill the required channels. Also, 
as a tool becomes more complex, so the costs associated 
with it rise enormously.

Optimising die-casting
One of the major challenges in die-casting is the defined 

cooling of the tools used during serial production. This is 
where conventional tool production processes reach their 
limits. Tempering channels can only be drilled in straight 
lines. This means that critical hotspots can often not be 
reached with coolants and thus cannot be relieved. As a 
consequence, the tool can become misshapen and its service 
life reduced. In addition the partly deficient heat dissipation 
is responsible for long cooling times for the manufactured 
products.

Innovative additive manufacturing from EOS on the basis 
of DMLS (Direct Metal Laser Sintering) is the answer. This 
makes it possible to integrate optimised tempering channels 
in the tool directly and under near-contour conditions during 
production. This means that heat can be efficiently and more 
evenly dissipated, while hotspots can be cooled on a targeted 
basis. Manufacturers benefit from numerous advantages: 
The tool retains its shape better and lasts longer. In addition, 
the product quality and dimensional accuracy of the 
manufactured parts is enhanced, while drastically reducing 
cycle times.

Optimising injection moulding operations
In injection moulding, the cooling time of a finished 

product can constitute up to 70 per cent of the cycle time in 
series production.

One reason is that in conventional mould making, 
temperature controls or cooling channels can only be drilled 
in a straight line. Critical hotspots often remain out of the 
coolant’s reach and therefore cannot be mitigated.

Using Direct Metal Laser Sintering (DMLS) by EOS 
however, makes it possible to integrate optimised, conformal 
cooling channels into the mould during the production 
process. This ensures faster and more even heat dissipation. 
It reduces thermal stress in the mould and prolongs service 
life. The plastic product quality and dimensional accuracy 
of the parts is also increased as well as reducing warpage. 

In addition, this also allows for a drastic reduction of cycle 
times.

Production cost reduction
The design benefits of Additive Manufacturing from EOS 

increase both the productivity of the tools and the plastic 
product quality. Scrap rate and cost per part decline. In 
addition, manufacturers profit from cycle time reduction and 
longer service life for tools. They can also bring their products 
to market more quickly. 

Benefits of additive manufacturing for tooling include 
maximum freedom of design, design-driven manufacturing, 
highly productive tools, faster amortisation, flexible 
manufacturing processes, for example the choice between 
hybrid construction/non-hybrid construction, function 
integration and the reduction in wage costs thanks to 
standalone processes 

For further information contact Rapid 3D on  
TEL: 087 802 0604 or visit www.rapid3d.co.za

Industrial 3D printing for tooling – 
Function integration, faster amortisation 

Additive manufacturing from EOS increases both the productivity  
of the tools and the product quality.
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With the new second 
generation of the 
Robo2Go, DMG MORI 

presents an innovation from 
its automation portfolio. It can 
be operated on the CLX and 
CLX series turning centers as 
well as the turn&mill complete 
machining centers from the 
CTX TC series. The flexible robot 
automation is easy to operate 
via new software. The processes 
can be directly created 
with the Robo2Go 2nd Generation based on predefined 
programme modules and even without any knowledge of robot 
programming. This means that teaching a new workpiece takes 
less than 5 minutes, making the Robo2Go 2nd Generation an 
ideal and flexible solution for small and medium-sized batches.

Automation from a single source
Automation solutions are one of the most important key 

topics for DMG MORI. Customers can receive a wide range 
of productive standard automations from a single source. All 
CLX lathes can be automated by means of the new Robo2Go 

2nd Generation. The robot is 
optionally available with 10kg, 
20kg or 35kg load capacity 
and moves workpieces up to 
170mm. Its dialogue-guided 
control is easy to operate 
even without previous robot 
programming skills. Additionally, 
the CLX series can be equipped 
with the gantry-loading system 
GX6 that can be individually 
customised to the customers’ 
needs.

A robot solution for the milling machines of the CMX V and 
CMX U series is the WH CELL. The modular automation system 
is designed for many different workpieces and is available 
with single or double gripper including customised gripper 
jaws. The CMX V and CMX U series can also be automated 
by means of the PH 150 pallet handling. The load capacity is 
150kg or optionally 250kg, while two pallet sizes are possible: 
10 pallets with 320 x 320mm each or six pallets with 400 x 
400mm each.

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

DMG MORI Robo2Go 2nd Generation: 
Flexible automation, simply programmed

The Victor Fortune AX range 
of vertical machining centers 
are fully simultaneous 5-axis 

machining centers. Driven by a 
Fanuc and now also Heidenhain 
control systems, these machines 
are built utilising the strengths 
already established on the two, three 
axis Victor Fortune VMC ranges. 
The advanced 5-axis application 
has lowered the table surface to 
facilitate the loading of larger and 
heavier parts than by fitting a 5th 
axis table onto a 3-axis VMC.

Victor Fortune's 5-axis vertical 
machining center, the Vcenter-
AX630, features a trunnion type 
tilting table (B+C axes) that is fixed 
on machine base, which enhances structure stiffness. The 
high rapid feed of 48m/min, the high speed BBT-40/12 
000rpm spindle and the high rotary speed minimises the 
overall cycle time. A backlash-less roller-cam drive mechanism 
rotated at a higher speed further reduces the cycle time.

The spindle centre to column (vertical milling) is 300mm, 
the spindle nose to table surface (or table centre) is 100mm 

to 600mm and the height from 
the table surface (or table 
centre) to the floor is 766mm.

The table work area 
is 630 x 500mm and the 
maximum table load is 300 
kilograms. Generous XYZ 
travels of 700 x 500 x 500mm 
are complimented with 
11/15/18kW spindle motor, 
an axis feed motor (XYZ) of 
7/4/7kW and linear guide 
width of 45mm.

The maximum tool lengths 
are 300mm and the maximum 
tool weight is seven kilograms 
with a maximum tool diameter 
of 76mm. The magazine 

capacity is 30 – optional 40 or 60 – and the tool exchange 
rate is 2.5 seconds.

The AX range is available in AX380 (XYZ: 700 x 500 x 
540mm) and AX800 (XYZ: 1 600 x 700 x 600mm (vertical 
milling) / 1 000mm (horizontal milling) versions .

For further details contact Victor Fortune on  
TEL: 011 392 3800 or visit www.victor.co.za

Victor Fortune's 5-axis vertical 
machining center, the Vcenter-AX630
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Komatsu Limited, a Japanese multinational 
corporation and one of the world’s largest 
manufacturers of construction equipment and 

mining equipment, is a key player in support of the 
growth of the heavy industry worldwide. Founded in 
1921, the Komatsu Group today consists of over 180 
companies around the globe. In 1975, Komatsu do 
Brasil Ltda was founded.

 Located in Suzano, Sao Paulo, the Komatsu 
do Brasil plant has approximately 634 000 m2 of 
production floor space and employs 647 staff. At this 
state-of-the-art facility, Komatsu do Brasil is always 
looking for new solutions to boost speed, safety and 
cost efficiency to provide heavy industry businesses 
with reliable quality products.

 Bulldozers are some of Komatsu do Brasil’s 
core products. A bulldozer is made up of a number 
of components, such as the cab, track, coiled track, 
frames, blade, engine, hood, rollers, idlers, and 
more. The manufacturing of bulldozers requires a 
combination of processes, such as CNC machining, 
welding and powder coat painting involving 
skilled technicians as well as robotic support with 
automated assembly line.

 Komatsu was seeking processing improvement in 
their production of track frame, which is a side-frame 
component of their bulldozer. In terms of production 
volume Komatsu manufactures approximately 1 200 
vehicles per year. Made of cast steel, each track 
frame has 46 through holes measured at 14mm 
in diameter and 37mm in depth. The machining 
center being used to produce these track frames is 
the Shin Nippon Koki CNC portal milling machine. 
A BT50 tool holder is also used to secure the 
tooling. Komatsu was originally using a competitor 

2-flute double margin coolant through carbide drill 
with a 140-degree point angle for this application. 
With the 2-flute drill, Komatsu was encountering 
problems such as tool breakage, processing time and 
performance instability.

 Two-flute drills have their limitations when the 
need to cut production cost in half while doubling 
efficiency arises. Looking to improve production 
cost efficiency, Komatsu Process Engineer 
Rafael Fernando Braz, who is responsible for the 
manufacturing of the track frames, consulted with 
OSG regarding the application, as Komatsu and OSG 
have a long-time partnership in both Brazil and in 
Japan. Upon a detail evaluation of the application, 
OSG recommended the 14mm diameter TRS “Mega 
Muscle” 5D 3-flute coolant-through carbide drill 
(EDP# 8663400). 

Conventional 3-flute drills are most commonly 
used in the processing of materials with short cutting 
chips, such as cast iron and cast aluminium. Because 
3-flute drills have a smaller flute size (chip room) 
than 2-flute drills, they are less frequently used in 
difficult-to-machine materials like steels. OSG’s TRS 
is the world’s first 3-flute drill for steels with patented 
flute shape that breaks steel chips into small, 
manageable pieces for easy evacuation, enabling 
ideal performance even in steels. This feature allows 
for increased feed rates up to 1.5 to 2 times faster 
than 2-flute drills. Further, its 120-degree equal 
spacing margin allows vibration-free processing and 
improved hole tolerance with less work hardening, 
which gives secondary operations such as tapping 
even more tool life.

 The original competitor tool was running at 
a rotational speed of 1 800 min-1, feed rate of 

455mm/min, and cutting speed of 70m/min. 
The processing time per part was 22 minutes. 
The TRS, on the other hand, runs at a rotational 
speed of 1 900 min-1, feed rate of 950mm/
min and cutting speed of 85m/min. The TRS is 
able to reduce processing time to 15 minutes 
and 52 seconds per part, which is equivalent 
to approximately 30 per cent time reduction. 
In terms of tool life, the previous tooling choice 
required four drills per month. With the TRS, only 
two drills are required per month, decreasing tool 
consumption by half.

 “When we needed improved performance, 
OSG’s TRS drill demonstrated superior results for 
our application,” said Komatsu Process Engineer 
Rafael Fernando Braz. 

“The TRS 3-flute drill helped us solve a critical 
application very successfully, and we intend to 
expand this solution to other applications.”

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

OSG TRS 3-flute coolant-through  
carbide drill slashes machining  

time in bulldozer track frame  
production
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The bending machine EG-4010 completes the AMADA 
portfolio as the first ergonomic servo-electric press brake 
with the unique AMADA DSP system and sets standards 

in speed, comfort, reduced electrical consumption and intuitive 
programming. With 40 ton and a 1 050mm table length, it 
works perfectly for the production of small and precise parts. 

Furthermore, Amada's Bi-J mechanical angle measurement 
system provides the highest quality on any material and 
thickness. In response to the risen demand for ergonomical 
machines, the EG-4010 comes with an ergonomic operator 

chair, front table, pendant 
arm and foot rest, all 
adjustable for highest 
operator comfort.

The EG-4010 from Amada 
is a compact press brake for 
producing small sheet metal 
components that require a high 
degree of precision. It features a high-speed Dual Servo Power 
drive system. Two AC servomotors allow the machine to reach 
high approach, bending, and return speeds that yield fast part 
cycle times, the company reports.

The machine uses the AMNC 3i control, which is equipped 
with a large touchscreen and graphical interface to help 
simplify operation. The multi-axis back-gauge with L-Shift 
functionality helps speed setup for complex parts while 
ensuring repeatable accuracy, according to the manufacturer.

Industry 4.0 equipped
Fitted with the AMNC 3i control, it is easily programmed 

externally to maximise part output. Coupled with a barcode 
programme, 3D visualisation and tool navigator, ease of use  
is ensured and it is Industry 4.0 equipped.

For further details contact Amada JHB South Africa on  
TEL: 011 453 5459 or www.amada.com

Amada EG-4010 press brake 
uses two servomotors



Process integration in plate cutting: Integration 
of software, cutting machine and ERP into business 
processes 

With the new software product family OmniFab Messer 
Cutting Systems’ offers a modular solution connecting all 
systems and to enable the automated document exchange. 
The Factory Data Capture module enables flow of all 
shop floor information from production back into the ERP 
system and production management. The module Machine 
Insight automatically collects all-important data from your 
Messer cutting machine during production and enables the 
monitoring of machines and the analysis of operational key 
figures like equipment effectiveness.

Software: Design, nesting, bevel cutting
OmniWin 2018 is a simple, clear and fast designing and 

nesting software, which adapts intelligently to your machine 
and your cutting needs. It takes over all cutting tasks for 
order-based production with CNC thermal cutting machines.

OmniWin 2018 is effective and economical for small 
production runs in the machine and manufacturing industry, 
as well as in just-in-time manufacturing with changing 
quantities at custom cutting operations. You save time and 
materials and work with easy operations. OmniWin 2018 is 
the ideal tool for production planning with thermal cutting 
for oxyfuel, plasma and laser cutting with CNC machines.

For further details contact First Cut on  
TEL: 011 614 1112 or visit www.firstcut.co.za
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Cutting processes are plasma and fiber laser
Messer Cutting Systems’ new high performance cutting 

machine, the MetalMaster Xcel has fast process cycles, high 
acceleration and even better cutting quality and accuracy 
through smooth guidance from the helical gearing and linear 
guides, says the company.

Options for the new MetalMaster Xcel include the new 
plasma bevel cutting unit Bevel-R with the latest plasma 
systems as well as fiber laser cutting, which can be combined 
with plasma cutting, not only on one plane but in one part 
(e.g. internal precision cuts with laser, less critical cuts with 
plasma for higher cutting speeds). The cutting processes, 
plasma and fiber laser, can also be complemented by optional 
marking processes. A conveyor belt table with an integrated 
machine track to ensure easy access for loading and 
unloading and a belt feeder to remove small parts and slag 
saves auxiliary operating times further increasing productivity.

 
Bevel-R compact plasma bevel unit with 5-axis
Messer Cutting Systems’ Bevel-R can accurately 

cut bevel profiles (non-vertical) on almost any contour. 
When programmed to cut a bevel angle, the angle offset, 
compensation and feed-rate are controlled by the same NC 
part programmes, while other parameters are input by a 
database. The system is used to create contour bevels of 
V, X or Y for weld-preparation surfaces or for active cutting 
edges like on earth engagement tools. Bevel and land edge 
configurations can be created via multiple passes.

Hyundai Wia’s XF 6300 5-axis 
machine employs a “box on 
box” design that contributes to 

accuracy. It is designed for full five-
axis applications that require keeping 
the tool centre point in contact with 
the workpiece.

According to the company, a 
rigid machine structure facilitates 
accurate, consistent metal cutting. 
The 30.5kW, 15 000rpm, direct-
coupled spindle is driven directly 
by the motor. This construction 
simplifies drive system structure and 
reduces noise, vibration and heat generation. This make the 
machine suitable for aerospace and medical work as well as 
any application requiring multiple axes and stringent surface 
finish specifications.

Tool change time is 4.5 seconds chip-to-chip, and the 
tool magazine accommodates 34 tools (68 and 102 tools 
optional).

The machine is equipped with 
Hyundai Intelligent Control (i-TROL), 
an operating environment paired 
with the Siemens 840D control. 
The three essential operations for 
machining are: Programme check, 
tool measurement and coordinates 
system setup. Hyundai-iTrol provides 
all three of these operations in 
consecutive order to prevent error 
and to enable quick and easy setup. 
Tool and spindle monitoring can 
also be performed with a simple 
operation.

The machine also features the company’s All-In-One 
mould package, which provides cutting air blow, auto power 
off, heat distortion compensation and an automatic tool 
measuring device.

For further details contact Spectrum Machine Tools  
Africa on TEL: 011 865 4090 or visit  
www.spectrumafrica.co.za

Hyundai Wia XF 6300 5-axis machine offers a 
“box on box” design and direct-drive spindle

Machine built for full 5-axis precision.

Messer Cutting Systems’  
MetalMaster Xcel






