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I don’t normally like to get into the depth of 
negativity when writing an article for my 
publications – even more so when it is my Editors 

Comment. But the reality of the current tough 
manufacturing conditions hit home hard a couple 
of days before I left to visit EMO Hannover 2019 in 
September. The news that I received was that Robor 
Steel, one of South Africa’s biggest and oldest steel 
tube and pipe manufacturers had closed its doors, 
with the loss of 900 jobs. Industry chatter was 
that they were surprised that it had taken so long. 
Maybe I am naïve but I never thought such a big 
company was in trouble.

The news was particularly sobering especially as 
I had just heard that SA Ladder and Segals Metals had been liquidated, Steeldale 
and Besaans Foundry were in business rescue and Metso Foundry in Isithebe had 
been closed. And now I have heard that Steel Best Automotive foundry has been 
liquidated after being in business rescue for some time. These are just a few of the 
well-known names in the metals industry that I know of. 

And then there are all the closures of branches and the retrenchments taking 
place in industry. It has been reported that before the end of this year, Macsteel, 
one of South Africa’s biggest steel suppliers with more than 7 000 customers, 
will close at least eight of its 40-odd branch offices, losing about 300 jobs in the 
process. Macsteel last year sold its tube and pipe division to Robor. Currently the 
Aveng Group is trying to sell off the Trident Steel division. Trident Steel has already 
closed its tube and pipe division. Paolo Trinchero, CEO of the Southern African 
Institute of Steel Construction reported that: “About 10 000 jobs have been shed 
just by five to six companies.”

According to Stats SA the total number of liquidations increased by 14.5% in the 
three months ended August 2019 compared with the three months ended August 
2018. A year-on-year increase of 13.5% was recorded in August 2019. 

The total number of liquidations increased by 13.6% during the first eight 
months of 2019 compared with the first eight months of 2018.

The estimated number of insolvencies increased by 35.9% in the three months 
ended July 2019 compared with the three months ended July 2018. A 79.7% 
increase was estimated in July 2019 compared with July 2018.

I am not too sure of the reasons for most of these liquidations and closures 
but I suspect that the state of the South African economy could be a big influence. 
However, I believe a big factor in the metals industry is the Chinese threat, and 
many others concur, although industry bodies like Neasa argue that the Chinese 
imports are beneficial. 

A number of issues specific to Robor were outlined in the SENS statement 
issued by Tiso Blackstar, which owned almost 42% of the manufacturer. These 
include the margin-eroding effect of cheaper Chinese imports, delays in the signing 
of Independent Power Producer agreements with the South African government and 
the well-publicised financial demise of Eskom.

The hardest hitting statement in the report comes from Mike Benfield, CEO of 
Macsteel, and it can apply to most industries in South Africa, whether it is retail, 
manufacturing or whatever: “The Chinese businesses have come in with ridiculous 
pricing, often below production cost, just to buy the market. The writing was on the 
wall when we, as the largest reseller of tube and pipe found we could buy product 
cheaper than the base cost of production. There is a war out there to achieve the 
next sale.” I certainly can agree.

To end on a positive note there are a number of encouraging stories in this 
issue such as Press Dynamik, Qinisa Steel, Bystronic investing in the country and 
Aerosud Aviation. The EMO Hannover 2019 exhibition revealed lots of exciting 
technological opportunities and trends to make use 
of going forward. Let us hope that 2020, the start of 
a new decade, will have its emphasis on the start of a 
real manufacturing growth period in South Africa. 
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Times of uncertainty lie ahead
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This is the opinion of Gordon Angus, SAEFA Executive Director

Job losses in the metal and  
engineering industry to continue

Numerous studies and 
articles have been 
published in recent 

years about the extent of 
job losses and high levels of 
unemployment in South Africa 
and the main reasons therefor. 
Many of these point to the fact 
that a major cause of these 
is unsustainably high wage 
levels, particularly for unskilled 
positions. Legislated high entry 
level wages in some sectors 
also prevent many companies 
from taking on young 
inexperienced workers and 
offering them the opportunity 
of acquiring vital on-the-job 
skills and experience. 

South Africa’s current system of collective bargaining 
contributes greatly to this problem by allowing the dominant 
companies in a sector to negotiate wage rates and other 
conditions of employment with the dominant trade unions 
in that sector. Under this system, if these companies 
and trade unions are deemed to represent the majority 
of the employees employed by members of the employer 
organisations and trade unions registered with the bargaining 
council in the sector, they can apply to the Minister of Labour 
to extend these conditions to all other companies in the 
sector and, provided that these requirements are met, the 
Minister is obliged by law to do so.

The impact of this system in the metal and engineering 
industry has been a serious loss of jobs in the sector - as 
many as 140 000 over the past 10 years -  as well as the 
closure of many companies. During the course of 2017, the 
Steel and Engineering Industries Federation of SA (SEIFSA), 
together with the industry’s trade unions, concluded an 
agreement which raised the entry level wage in the industry 
to just under R50 per hour. Once the additional costs of other 
compulsory benefits have been added, this figure rises to 
well above R70 per hour. 

Wage comparison
By comparison the motor industry is at R20.09 per hour, 

the furniture industry is at R20.00 per hour, the plastics 
industry (a chamber of the Metal Industry) is at R28.21 per 
hour, the road freight industry is at R28.21 per hour and civil 
engineering is at R34.45 per hour.

The demands of the four other employer organisations 
in the sector, which in the main represent small to medium 
sized companies, were completely ignored by both SEIFSA 
and the trade unions. These demands included a lower 

entry level wage to help 
reduce South Africa’s crisis of 
unemployment by encouraging 
employers to offer jobs to new 
unskilled entrants. 

While it claims to represent 
the majority of employees in 
the metal and engineering 
industry, SEIFSA represents 
only 1 000 of the industry’s 
10 400 employers. Despite 
strong objections to these 
new wage levels by the other 
employer organisations, SEIFSA 
and the unions are currently 
proceeding with an application 
to the Minister to have their 
agreement extended to the 
other 9 400 companies. 

Bizarrely, the current system even provides that those 
party employers which support this application for extension 
can themselves apply for an exemption from the new wage 
rates on the basis of unaffordability and past experience in 
the industry indicates that many will once again do so. 

Research indicates that the contribution of the 
manufacturing sector to GDP in South Africa has shrunk 
from 23-24% in 1994 to around 13% today. In a cover story 
which appeared in the Financial Mail in September 2018, 
Claire Bisseker wrote that: “New research suggests that the 
lower-paid jobs in smaller firms are vanishing rapidly…. Most 
of these were lower paying jobs occupied by young people.” 
Should the parties’ application for extension succeed, the 
result will be continued job losses and company closures 
in this important sector of South Africa’s manufacturing 
industry. 

The current unemployment rate plaguing South Africa 
is, in my view, the single largest problem facing the country. 
If something drastic doesn’t happen to change that fact, 
the future looks very bleak indeed. The employer-unfriendly 
settlement agreement referred to above expires in June 
2020 next year, which means that parties to the metal and 
engineering industry are set to enter into wage talks early 
next year. 

The South African Engineers and Founders Association 
(SAEFA) has been able to successfully resist the extension 
of the agreement, allowing our members to employ new 
entrants, who would otherwise not have been able to gain 
entry into the industry. If you’re an employer wishing to 
change the worrying trend of growing unemployment in 
the sector, it’s time to get involved and back those who 
are willing to oppose even further increases to the already 
unsustainably high minimum wage levels in the industry.  

VIEW   POINT
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Doosan Machine Tools exhibits 
product line-up ranging from 5-axis multi-
tasking tools to large-size machine tools

INDUSTRY   NEWS

cover story



During EMO 2019, 
Doosan Machine 
Tools placed 

particular emphasis on 
hands-on experiences 
that allowed visitors 
to experience the 
actual application 
of multitasking 
technologies and 
automation solutions 
that are currently 
attracting keen 
attention in the 
industry, and the 
enhanced operator 
convenience provided 
by the latest cutting-
edge machine tools. To 
meet visitors’ needs, 
the company displayed their full product line-up ranging from 
their global bestsellers to high-end sophisticated machine 
tools to 5-axis multitasking tools to large-size machine tools.

Most notably, Doosan featured their full line-up of 5-axis 
machining centers, including the DVF 5000, DVF 6500 and 
DVF 8000T, in order to emphasise their competitiveness in 
multitasking solutions in the industry.

To highlight Doosan’s competitiveness in new 

and emerging 
manufacturing 
technologies, they 
also introduced 
the company’s own 
NC platform, their 
advanced automation 
and upgraded 
processing features, 
and their unique ‘iDOO 
CONTROL’ solutions 
designed for real-
time monitoring, 
cost reduction, 
and productivity 
improvement.

Doosan DVF 
6500/8000/8000T

Doosan Machine 
Tools has launched the DVF6500/8000/8000T with a 
Ø650/800mm rotary table  
for machining workpieces of complex shapes with a standard 
12 000rpm (option: 18000rpm)/min high-speed built-in 
spindle, and initiated full-fledged sales of the new machining 
center.

The DVF 6500/8000/8000T machining center requires 
an even smaller installation space than previous models and 
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features a grease lubrication system. The machine tool is 
designed to allow easy access to the operator in an effort to 
maximise user convenience. Notably, to enhance precision, 
the new machining center is equipped with a thermal 
compensation function for the spindles and overall structure, 
and spindle and ball screw cooling as standard features.

The tool magazine can hold up to 120 tools and is 
designed to allow various types of processing with a single 
setting. A tool length measurement device is also included 
for more precise processing. Furthermore, the new machining 
center is equipped with a multi-cover designed for automatic 
workpiece loading and unloading, thus enabling a crane 
to approach the centre of the pallets via the opening. The 
machine tool can also be linked to diverse pallet automation 
systems, leading to higher productivity and unmanned 
processing.

It also features an optimal solution for processing hard-
to-cut workpieces that facilitates the discharge of chips via 
an improved coolant tank filter. Please contact your nearest 
Doosan Machine Tools dealership for further details about 
the DVF 6500/8000/8000T, Doosan Machine Tools’ new 
premium 5-axis machining center, which is optimised for the 
unmanned processing of hard-to-cut, complex workpieces, 
automation, improved access, and operational convenience.

Doosan Puma TT2100SYY/1300SYY
Now with upper and lower Y-axis turret added, this 

high-performance multifunctional horizontal turning center 
has allowed Doosan Machine Tools to expand its line-up of 
the Puma TT series, a high-performance process-intensive 
turning center that can automate all the workpiece input and 
output processes on one machine tool.

The Puma TT2100SYY/TT2100SYYB/1300SYY/1300SYYB 
are high-capacity horizontal turning centers with the chuck 
size of 5/6/8/10 inches, respectively, equipped with 
bidirectional spindles and upper and lower turrets. They 
boast outstanding productivity as the first and second 
spindles can produce workpieces independently and the 
workpieces produced by each spindle can be discharged 
through an automated device. Actually, in a machining 
productivity test, the productivity of the Puma TT2100SYY 

equipped with a Y-axis applied to the upper and lower 
turrets, was up 20% compared to that of existing models.

Through the application of roller type LM guides to 
all its axes, the series has realised high-speed high-
precision structure that enables customers to maximise 
their productivity while minimising thermal deformation 
through an optimised ball screw design to prevent thermal 
deformation. Most notably, through the application of 
Doosan Machine Tools’ technology and know-how, the belt 
spindle of the Puma TT series has secured the performance 

accuracy of the C-axis at the equivalent or higher level 
than that of a built-in spindle while securing high-torque 
specifications. Equipped with the same specifications and 
feed shafts, left and right spindles can divide cutting loads 
precisely at the ratio of 50:50, which ensures that the 
series can maximise its productivity. In addition, the turret, 
the pride of Doosan Machine Tools, equipped with a high-
speed, high-rigidity servo motor, guarantees high productivity 
through precise tool replacement while doubling productivity 
through the simultaneous operation of upper and lower 
turrets.

Development of part catcher and part unloader for the 
Puma TT Series

The parts catcher and the parts unloader, the core 
automation devices of the Puma TT series, have improved 
remarkably in terms of rigidity and speed. The parts catcher 
that receives remnants or parts from left spindle has been 
improved structurally so that its operations cannot be 
disturbed by the lower turret in addition to the enhancement 
of its rigidity. The parts unloader that receives completed 
workpieces from the right spindle has been upgraded in 
its operational methods and specifications so that it can 
operate 33% faster than previous devices.

Improvements in user convenience 
Equipped with a new ergonomic operation panel, the 

series has a screen developed by the company to facilitate 
an easy access to Doosan Easy Operation Package. The 
new panel also features a screen where operators can 
conveniently set or modify One Shot Cycle enabling one-stop 
operation of frequently used programmes such as parts 
feed and parts unloader. Through the application of an eco-
friendly grease lubrication system instead of the existing 
oil-based lubrication system, the series has reduced the 
lubricant replacement cycle to once or twice a year, which 
enables customers to reduce maintenance costs significantly 
while keeping their working environment clean.

For further details contact Puma Machine Tools on  
TEL: 011 976 8600 or visit www.pumamachinetools.co.za
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Aerosud Aviation has recently commissioned a state-of-the-art CMS Antares 5-axis CNC machining center supplied by PBS Machine Tools

South Africa’s leading manufacturer of parts and 
assemblies for production lines of some of the world’s 
major aerospace manufacturers, as well as a supplier 

of aircraft interior systems, has recently commissioned a new 
state-of-the-art CMS Antares 5-axis CNC machining center. 
The machine will be used initially to machine complex carbon 
fibre components for the company’s aerospace customers, 
although Aerosud Aviation plans to rollout the facility to supply 
machining operations on a subcontract basis to all sectors of 
the composite industry, as well as have the ability to machine 
aluminium blocks for civil and military aviation engineering 
projects that the company engages in.

The machine will form the basis of a new structural 
composite facility that Aerosud Aviation is setting up at its 
aeronautical engineering and manufacturing headquarters 
just outside Pretoria, Gauteng.

In 2018 Aerosud Aviation announced at the Africa 
Aerospace and Defence exhibition that it was offering its 
business solutions capabilities to other companies. This 
formed part of the company’s new Growth Strategy, stated 

Aerosud Aviation MD Johan Steyn.
Aerosud’s new business solutions offering was focused 

on helping companies implement Industry 4.0 technologies. 
These included the Internet of Things, complex process 
control, robotics, enterprise resource planning, and product 
lifecycle management. This offering would not be restricted 
to the aerospace sector but would also be made available to 
other high-technology industries, assured Steyn.

The company has also made major investments - totalling 
more than €3 million over the past three years - in upgrading 
its technology and expanding its production capacity. 
This included the purchase of a new structural composite 
technology in 2015, which is now the property of Aerosud 
Technology Solutions.

The CMS Antares 5-axis CNC machining center
The Italian manufactured CMS Antares machine was 

supplied as part of a complete package including the machine 
tool, laser tool setting and axes requalification, a Renishaw 
RMP60 electronic measuring probe, machine specific CAM 

Aerosud Aviation commissions 
state-of-the-art CMS Antares 5-axis  

CNC machining center 



software, a dust extraction system and tooling. Existing 
programming software will be used to drive the CMS Antares 
and current shrink-fit toolholders will be used to clamp the 
tooling within the machine spindle. 

Jigs and fixtures to be used on the CMS Antares will be 
made by Aerosud Aviation. 

All these items are vital in making this such a successful 
installation. Once machined, components are measured using 
a portable co-ordinate measuring arm to ensure they comply 

The 5-axis machine has been supplied with a higher spec rpm than 
what is normally fitted to the machine, on Aerosud Aviation’s 

request. The CMS 15kW, 24 000rpm, HSK-F63 electro-spindle allows 
the company to have enough power for aluminium operation while 

keeping the ability to drill smaller holes with smaller tools

Zero Point Clamping - The part location software and touch probe 
are used to accurately identify the physical location of the 
component once it has been placed in the machine fixture
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with the given tolerances and meet customer requirement. 
CMS advised on all elements of the package to provide 

Aerosud Aviation with a complete and fully-integrated system.
Alroy Savides of PBS Machine Tools has been pivotal in 

putting the project together and completing the installation 
and handover.

“The table supplied with this machine is customised. This 
has been done so as to afford Aerosud Aviation the ability to 
machine current components as well as aluminium blocks for 
future aviation engineering projects that the company engages 
in,” explained Savides.

“We have also supplied the machine with a higher spec 
rpm than what is normally fitted to the machine, again on 
Aerosud Aviation’s request. The CMS 15kW, 24 000rpm, 
HSK-F63 electro-spindle allows the company to have enough 
power for aluminium operation while keeping the ability to drill 
smaller holes with smaller tools. These smaller operations 
require higher rpms, particularly if you are working with 
composite materials,” continued Savides.

“CMS has installed many Antares machine centers globally 
in the aerospace and automotive sectors, the machine is 
highly flexible and is used typically for high speed machining 
of patterns and moulds in aluminium and non-ferrous 
materials as well as for trimming or machining complex 
composite components. The Antares itself has been designed 
specifically by CMS to cope with the demands of operating in 
such a harsh environment with the capability of meeting the 
accuracy and repeatability required in these sectors. It has 
many features built in to ensure performance is maintained 
and its long-term reliability is preserved.” 

“Support for the machine comes from PBS’ factory trained 
engineers as well as remotely through CMS connect software 
from CMS in Italy where a number of application and service 
engineers are employed specifically to carry out this function.”

Zero Point Clamping
“The part location software and touch probe are used to 

accurately identify the physical location of the component 
once it has been placed in the machine fixture. The software 
automatically updates the control system for 5-axis alignment 
and this has drastically reduced part set-up times. This means 
no manual intervention and the ability to have multiple set-
ups the one machine. The part is orientated and clamped to 
allow all machining operations to be completed in one setting 

as well as to compensate for twist in the component and 
orientate the programme to ensure best fit through the centre 
line of the part.” 

“The software and probe also identify the surface of the 
workpiece to allow countersunk drill holes and machined 
detail on the component surface to meet the required depth 
and tolerances.”

“The tooling used to cut the carbon fibre is a mixture of 
PCD and carbide and has been designed specifically for this 
type of application with the correct tool geometry to allow 
the machine to optimise the cutting speed, delivering good 
surface finish, accuracy and high integrity of the part.”

Dust extraction
“A good dust extraction is a pre-requisite when machining 

carbon-based materials. The system supplied is specific to the 
machine and has been supplied by a CMS partner company 
that has many years of experience together with CMS in 
supplying this type of equipment. The machine has a fully 
enclosed roof system ensuring all debris is contained within 
the work envelope of the machine. The extraction unit ensures 
all airborne particles are extracted during the machining 
process to maintain a clean and safe working environment 
for the machine operator and his colleagues as well as the 
environment.”

Aerosud Aviation’s growth and upgrade strategy
“We have been working on developing new structural 

carbon fibres. The IP from this forms part of our growth 
strategy to win more parts and assemblies contracts within 
the aeronautical industry,” explained Aerosud Aviation Process 
Development Engineer Bertus van As.

“Hollowed out structural components with integrity are in 
demand in the industry so as to reduce weight and emissions. 
We are well connected but still have to prove that we have the 
know-how.”

“The installation of this CMS Antares machine will 
enable us to comply with our integrated risk capacity and 
decommission older machines. It is also one of the first of 
many capital investments that Aerosud Aviation is making on 
the equipment side.”

Aerosud Aviation now supplies more than 5 000 parts 
per month to Boeing, sent to 14 different production sites. It 
also sent one shipset a month of parts and aerostructures to 

The Italian manufactured CMS Antares machine was supplied as 
part of a complete package including the machine tool, laser tool 

setting and axes requalification, a Renishaw RMP60 electronic 
measuring probe, machine specific CAM software, a dust extraction 

system and tooling

Hollowed out structural components with integrity are in demand in 
the aviation industry so as to reduce weight and emissions. The CMS 

Antares 5-axis machine will mainly be used for trimming or 
machining complex composite components



Airbus Defence and Space for the 
A400M military airlifter programme. 
It also recently completed the quality 
certification of the company’s 
structural composite facility.

The company has also made 
a significant investment in a 
fully automated robotic welding 
facility. This had resulted in 
US aerostructures major Spirit 
Aerosystems extending its contract 
with Aerosud for another five years.

Additionally, the company has 
successfully increased its production 
capacity for parts for the Airbus 
A320 airliner family. These parts 
were supplied to Safran Electrical 
Power, for integration with other 
parts, the resulting components then 
being sent to Airbus. Aerosud had 
successfully met the production rate 
test of more than 60 shipsets per 
month.

Aerosud Aviation has also 
supplied parts destined for the Airbus 
A380 through Safran, although this 
production rate has remained stable. 
The South African company had recently delivered its first 
production parts for a new Airbus A350 contract.

Aerosud Aviation is one of two companies in the Aerosud 

Holdings group, the other being Aerosud Technology Solutions.
For further details contact Aerosud Aviation on TEL:  

012 662 5184 or visit www.aerosud.co.za or PBS Machine 
Tools on TEL: 011 914 3360 or visit www.pbsmt.co.za

The CMS Antares 5-axis machine is highly flexible and is used typically for high speed machining 
of patterns and moulds in aluminium and non-ferrous materials as well as for trimming or 

machining complex composite components
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Qinisa Steel Solutions (Pty) Ltd is a BEE Level 1 black-
owned business based in Alrode, Gauteng that 
specialises in tube laser cutting, robotic welding and 

component manufacture. The move into tube laser cutting 
began in 2017 with the purchase of a new BLM LT Fiber 
tube laser from Italy, which is adept at cutting mild steel, 
aluminium and stainless steel tubes at high speeds and with 
great accuracy.

 “The key to these machines is to ensure they are 
working around the clock to ensure the cut parts remain 
competitively priced relative to traditional methods of tube 
processing such as drilling, milling, blade cutting, deburring 
and finishing,” said Grant Mackenzie, a Director at Qinisa 
Steel. 

“Once tubular parts are cut, we add further value 
through fabricating sub-assemblies via manual or robotic 
welding, which helps to reduce cost and improve quality and 
consistency,” continued Mackenzie. 

“An added advantage for us is that customers who 
require localisation and improved BEE spend can source 
their products through Qinisa Steel.” 

Solar industry
“We have been particularly successful with some IPP 

solar PV projects, which is one of our specialities. The 
requirements of the solar industry and their fastidious clients 
require high-quality standards and accurate parts that are 
produced in high-volume to strict on-time delivery demands. 
The onerous warranties ensure we remain on top of our 
quality management systems and material traceability and 
that we meet their strict cutting tolerances.”

 “The experience that we have gained from dealing with 
the solar industry is applied to other industries that we deal 

with. As a result our business has started to gain traction 
in a host of other sectors and applications that require 
aluminium and stainless steel components to be processed 
on our machines,” said Managing Director, Jerry Govender.

“There is quite a lot of jobbing that we perform for 
mid-sized clients requiring accurate drawings and quick 
turnaround times. The key to the business is staying on top 
of machine maintenance. Additionally, machine up-time and 
making sure that the machines are working through multiple 
shifts are also key to maximising efficiencies and reducing 
costs,” continued Govender.  

“Having our own in-house drawing office helps us 
to interface with clients for quick solutions and solving 
customers’ technical difficulties when presented with a 
manufacturing dilemma. If we cannot lower the total cost of 
manufacturing for our customer, then we are not assisting 
the industry to become competitive, which is one of our key 
goals”, adds Mackenzie.

 Learning from others
“What we learnt from the unfortunate demise of Robor 

Steel and the closing of other large merchants’ tubing 
and laser departments, is that one must specialise in 
a niche area and stick to what one does best to ensure 
sustainability. We have chosen to specialise in tube laser 
cutting and provide a quick turnaround service for tube 
mills and large customers who free issue material to us for 
cutting. This ensures we keep costs low and the customer 
controls the buying and therefore the cost of the tubing. We 
simply focus on getting the jobs out quickly and seamlessly 
taking out the hassle factor for our customers.”

 
Additional tube laser processing machines
“We have recently purchased and installed two BLM CO2 

Qinisa Steel increases cutting  
and processing capacity with the  

purchase of two additional  
BLM CO2 tube lasers

“What we learnt from the unfortunate demise of Robor Steel and the closing  
of other large merchants’ tubing and laser departments, is that one must  

specialise in a niche area and stick to what one does best to ensure  
sustainability. We have chosen to specialise in tube laser cutting and  

provide a quick turnaround service for tube mills and large customers  
who free issue material to us for cutting. This ensures we keep  
costs low and the customer controls the buying and therefore  

the cost of the tubing.”





tube lasers from Macsteel. This will assist Qinisa Steel in 
our efforts to improve our turnaround times and ensure that 
cutting and processing of product continues uninterrupted 
while the required planned maintenance can take place on 
our other machines. Again it is to emphasise our culture of 
cutting accuracy and machine uptime.”

“There are a lot more moving parts in a tube laser than 
a conventional 
flat laser and 
calibration is 
important to 
ensure customers 
get exactly what 
is on the drawing. 
Focusing on the 
customer is the 
key to our business 
and getting the 
little things right,” 
said Mackenzie. 

“Being easy 
to do business 
with is vital for a 
good customer 
experience and we 
strive to remain 
quick-footed 
and relevant to 
the customer’s 
changing needs.”

 “From 
a machine 
perspective we 
can process mild 
steel tubing from 
15mm to 152mm 
in rounds, up to 
120mm in squares 
and up to 8mm 
wall thickness. It 
is also possible to 
laser cut angles 
and channels 
which customers 
are finding very 
useful. Our lasers 
also cut aluminium 
and stainless very 
effectively.”

“If required, 
we fabricate mild 
steel components 
post laser cutting 
and have good 
rates on hot 
dipped galvanising 
(HDG) due to our 
involvement in 
the solar industry 
where we out-
source HDG as 
part of the finished 
product,” said 

Govender. 
“We have a growing base of service centres that send 

their 3D drawings to us - we re-draw where required - and 
this ensures they get their parts back 100% to what they 
expect, and on time.”

 For further details contact Qinisa Steel on  
TEL: 010 873 7000 or visit www.qinisasteel.co.za
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“Not on our watch”, Ben Hoffman is philosophical about 
the vultures’ chances of long-term survival. As of 2013, 
estimates of Cape Vulture population size assume 9 400 
mature individuals. For the most striking vulture of them all, 
the Bearded Vulture, things are far more critical, with only 350 
remaining.

Both the Cape and White-backed Vulture populations 

are under severe pressure from poisoning. Flocks of birds 
are attracted by a long dead carcass tainted with a potato 
pesticide. The effects are quick and devastating, often killing 
dozens of birds in one sitting.

“Rapid response is essential. Getting there fast means 
we can prevent further deaths and even save some of 
the poisoned birds.” Ben is the director of Raptor Rescue, 

Fight or flight?  
Raptor Rescue and the race  

against time for the Cape and  
White-backed Vulture

Laser sintered AM tracking device in the fight to save a species.

With vulture populations in decline, Raptor Rescue director Ben Hoffman uses a tracking device 
to respond quickly to emergencies. Design of the component posed ergonomic, weight and 

durability challenges that only DfAM and laser sintering technology could solve.

Akhani 3D design and manufacture devices that have seen significant improvements in perfor-
mance, not only saving birds but also providing valuable insights into their behaviour.

 Nico and Christo Hugo from TH Machine Tools with Christo Moolman of 
Hurco





situated in Ashburton on the outskirts 
of Pietermaritzburg, KwaZulu-Natal. His 
facility, and the adjacent African Raptor 
Centre, practice conservation through 
breeding, education, scientific rehabilitation 
and research.

Key is detecting when the vultures 
aren’t moving when they should be. The 
solution is a lightweight device attached to 
individual birds in populations across 
the country. Fitted with a solar panel 
and GPS technology, it tracks the 
vulture’s position and sounds the 
alarm when the device continually 
transmits from the same spot during 
active hours. The nearest response team 
moves in to investigate, often travelling 
great distances through rough terrain. 
Poorly funded and little recognised, the 
conservationists are driven by their purpose 
alone.

When closing in on the stranded 
marker, they find one of two things: A vulture that has 
collaborated with others to bite the device off, or the site 
of a poisoning. It is critical that sites are quickly contained 
to prevent the damage from spreading. A recent poisoning 
in Botswana claimed 537 vultures, with several critically 
endangered species among them. When located early, both 
the tainted carcass and the poisoned victims need to be 
cremated on site.

Ben Hoffman created early prototypes of the device using 
off-the-shelf plastic boxes fitted with modified car tracking 
devices, streamlined by hand using a penknife. These first 
crude attempts struggled to conform to the 5% ethical weight 
restriction and lasted only a few weeks. The search for new 
solutions began in earnest.

Ben sought out Akhani 3D in Howick, KwaZulu-Natal 
for assistance. There he found an ally in Bryan Bullock, the 
company’s head of design. 

“When Ben first approached us, the brief was an ideal 
test case for additive manufacturing. The housing must be 
lightweight, tough and solve a number of form and function 
problems. As the internal components have gotten smaller 
through the years, so our design has improved with every 
iteration.”

Design of the finished item would have cost several 
multitudes more to produce traditionally 
because of the intricate shapes that 
additive manufacturing achieves. The 
edge of the device that sits against the 
bird is ergonomically shaped to reduce 
friction when the bird flies. The adjustable 
straps fit like a backpack, with a front clip 
that breaks by design after an average of 
18 months, freeing the vulture from its 
research tenure.

The internal space is designed to fit 
the components in an optimal position, 
balancing the weight evenly and providing 
maximum exposure to sunlight. Even when 
components change, the device can be 
quickly modified to fit the latest upgrades.

Initially, the boxes were made from 
ABS, but the slightly porous nature of the 
material proved to be false economy, and 
today the components are printed in the 
new laser sintering machine using a water-

resistant substrate.
“Partnering with Raptor Rescue has been exceptionally 

rewarding,” says David Bullock, Akhani 3D’s managing 
director. “We’re a family passionate about conservation, and 
contributing to the efforts to save these magnificent species 
demonstrates additive manufacturing’s potential to drive 
positive change.”

More than just a rapid response device, the GPS unit has 
provided a wealth of data on both vulture species. It revealed 
that the White-backed Vulture has a far greater range than 
previously thought. During the winter months, it migrates to 
the rainforests of Rwanda before dropping off the map for a 
month or two, returning early in spring.

For many raptor species, the pressures of climate change, 
habitat loss and a myriad of other threats are having an 
impact. For Ben Hoffmann, it’s a challenge that we must 
collectively fight to overcome. “The stakes are too high, these 
birds are too important. We need all the help we can get and 
technologies like additive manufacturing have a critical role 
to play.”

Consulting veterinarian, Dr Oliver Tatham and Ben 
Hoffman are now leaders in the field of African raptor 
veterinary and rehabilitation practice. 

For further details contact Ben Hoffmann at  
082 359 0900 or visit http://africanraptor.co.za/
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Bystronic South Africa, a subsidiary of Bystronic Laser 
AG, a Switzerland-based company that develops 
and sells systems for processing sheet metal, has 

celebrated the opening of its new showroom and offices 
facility in Spartan, Gauteng with over 150 clients, suppliers, 
staff and friends attending the opening function.

Earlier this year Bystronic Laser AG announced that it 
had 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 were previously entrusted in the hands of First 
Cut.

“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 Philipp Burgener, Managing Director 
of Bystronic Sales AG and responsible for the new entity, 
Bystronic South Africa.

“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 

Bystronic South Africa  
inaugurates new showroom and offices

Bystronic flies the flag in South Africa - Bystronic Laser AG, a Switzerland-based company that develops and sells systems for processing  
sheet metal, celebrated the opening of its Bystronic South Africa showroom and offices facility in Spartan, Gauteng with 150 clients,  

suppliers, staff and friends attending the opening function

The cutting of the ribbon – Simone Malz Coetzer (Deputy Head  
of Swiss Business Hub, Embassy of Switzerland), Andrew Poole 
(Managing Director of First Cut), Philipp Burgener (Managing 

Director of Bystronic Sales AG and responsible for the new entity, 
Bystronic South Africa), Hugo Alleman (Senior Vice President Market 

Division Central Europe, Bystronic AG) and Johan Elster  
(President Business Unit Markets, Bystronic AG) 
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Gareth Jackson, Joanne Canossa and Steve van Wyk, all of Bystronic 
South Africa with guest speaker Ray Mordt

Anthony Lezar, Ian McCrystal and Manny da Silva, all of First Cut

Jorge and Manny Peixoto and Ricky Camacho, all of JP Engineering

Marco Strappozzon of Laser Fab, Hannes Pretorius of Bystronic 
South Africa and Luis Fernandez of Schuurman Lasercut

Ray, Joost and Danie - Guest speaker Ray Mordt and Danie Gerber, 
two world-famous Springbok rugby players with Joost Smuts of TW 

Profile Services in the centre

Grant Mackenzie and Jerry Govender, both of Qinisa Steel Solutions
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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,” continued Burgener.

“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 and logistical and 
warranty problems for agents, which ultimately lead to 
extra costs, downtime and frustrations for customers, and 
these will now be avoided. 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 Burgener.

“Officially the subsidiary has been active since 1 
April 2019 but it took a few months to find our own 
home here in Johannesburg, renovate the facility to 
include a large showroom, occupied by machines in a 
working environment as though they were in a production 
processing facility, offices, training, service and spares 
departments. There was a movement of 25 staff from First 
Cut to the new company and these include management, 
sales, software, marketing, service and administration.”

“Our senior staff are made up of people that have 
extensive knowledge of our products. This includes Gareth 
Jackson for sales and service, Eugene Fernandez, Hannes 
Pretorius and Maurice Zermatten on the sales side, 
Steve van Wyk on the finance side, Joanne Canossa for 
marketing and human resources and Chris van Aswegan 
and his team on the service side,” continued Burgener.

“The showroom includes a 4kW Bystronic BySmart 
fibre laser operating on a nitrogen generator, a 100 ton 
Xact Smart Bystronic press brake, an Xpert 40 high-
speed, mobile press brake and a Series 42 1350 WRbW 
Timesavers rotating brush machine for deburring, edge 
rounding and finishing.” 

“Additionally, there is a dedicated training facility where 
customers can be trained on our BySoft 7, ByCockpit, 
Plant Manager and other software requirements that 
provides real-time analysis and visualisation of selected 
key indicators regarding machine performance and 
manufacturing efficiency, enabling companies to constantly 
improve their production.”

“We have designed the showroom so that a client can 
set up a demonstration, sending us their drawing and test 
material so that we will be able to process his component 
or product from beginning to end in a real live situation, 
while at the same time discuss what might be the best way 
to fabricate a particular component.”

“We demonstrated this, with live video streaming of the 
process, to people that attended our function.” 

“We would like to thank Andrew Poole, Ian McCrystal 
and First Cut for the smooth handing over during this 
transition period. At the same time, we thank all our 
existing clients for being such loyal supporters and for 
first time entrants into the market we will make sure that 
Bystronic equipment is your first brand of choice.”

For further details contact Bystronic South Africa on  
TEL: 010 410 0200 or visit www.bystronic.co.za
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German precision chuck manufacturer Albrecht Präzision 
GmbH & Co. KG has announced a partnership with 
Hi-Tech Machine Tools as the new exclusive distributor 

for the sales and service of Albrecht Präzision products in 
South Africa.

Family-owned Albrecht Präzision was established in 
Esslingen, Germany in 1908 as a small precision mechanics 
workshop, under the name of Josef Albrecht Bohrfutterfabrik. 
Now based in Wernau (Neckar), in Southwest Germany, the 
company manufactures approximately 41 000 chucks and drill 
chucks each year. Around 55 per cent of these products are 

supplied to customers in Germany.
“Back in 1917 when the company moved into its first 

manufacturing facility in Esslingen near Stuttgart, Albrecht 
Präzision was already beginning to be recognised worldwide 
for its product that had a profound influence in metal 
processing in the area of drilling and milling,” said Martin 
Schmideder, the current Managing Director and shareholder 
of Albrecht Präzision, who has been in this position for the last 
14 years.

“This reputation was enhanced in 1932 when Albrecht 
Präzision developed the first keyless drill chucks. These 

keyless chucks were designed to grip tighter the 
harder they’re used, with the jaws maintaining 
position parallel to the centerline, providing 
uniform gripping force. In other words, the mill/
drill chucks are designed to improve rigidity, 
vibration dampening, concentricity, machining 
speed and tool life compared to conventional 
chucks for milling and drilling,” explained 
Schmideder.

“The company has continued to be innovative 
in its product development and this is highlighted 
even more these days because the demands 
on accuracy of the components that need to be 
machined are very high. Additionally, the calls 
for significantly higher holding powers of our 
products, service life, and for tools to be used 
in hard-to-reach areas, especially with 5-axis 
applications, has characterised the standards 
that we have set ourselves to continuously 
develop new products, specifically designed to 
maximise machine tool performance,” continued 
Schmideder.

“Albrecht Präzision has had a presence 
in South Africa since the early 1980s with 
numerous machines being tooled up with our 
products.”

“We are pleased to announce that we have 
appointed Hi-Tech Machine Tools as our new 
distributor in South Africa. The company has 
had many occasions where they have chosen to 
use Albrecht Präzision product when installing 
machines at clients. It is a natural progression 
to engage with Peter and Christopher Killian and 
Hi-Tech Machine Tools, who are so familiar with 
our products.”

“Whoever invents a technical product and 
then concentrates on improving it for more than 
80 years will be able offer you the best possible 
technical standard of that product. An Albrecht 
Präzision chuck will adhere to this,” said Hi-Tech 
Machine Tools MD Peter Killian.

“We have always offered CNC metalworking 
machines, whether they are machining centers 
or milling machines, that will perform with the 
highest precision and accuracy. But if you want 

Albrecht Präzision appoint  
Hi-Tech Machine Tools as  

their distributor

Albrecht Präzision’s new Slim5 chuck



your machine to perform at its optimum ability you 
need to equip it with an Albrecht Präzision chuck 
or drill chuck. In fact, I will go even further and say 
that a machine equipped with an Albrecht Präzision 
chuck or drill chuck will unlock the potential that you 
never thought you could achieve with the machine,” 
continued Killian.

“Additionally, we have been using the Albrecht 
Präzision products on our demo machines and we 
can certainly say with authority through our practical 
experience that the Albrecht Präzision products 
enhance the performance of the machine in terms of 
power and stability,” said Christopher Killian.

“The Albrecht Präzision products can be used 
on any OEM make of CNC machine, whether fully 
automatic or semi-automatic, and are manufactured 
according to the relevant DIN, JIS, BT and ISO 
specifications. An Albrecht Präzision product has to 
pass 28 inspection stations before it is released to 
the end user. This makes a difference,” explained 
Christopher Killian.

“Their products include the APC precision milling 
chuck, which includes the patented Pin-Lock System, 
the AMC micro chuck extensions, medical chucks, 
the AKL CNC drill chucks and the SBF keyless drill 
chucks,” continued Christopher Killian.

“We will be carrying stock of the products and any 
end-user or onward seller interested in enhancing 
the performance of the CNC machines they are 
associated with will be able to obtain the products 
directly from Hi-Tech Machine Tools,” concluded Peter 
Killian.

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

Albrecht Präzision’s DIN A5 drill chucks

Albrecht Präzision’s APC chuck
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In a boost to its engineering capacity and quality, Metric 
Automotive Engineering has added a new-generation Rottler 
3-axis CNC machining unit to its workshop. Featuring 

linear rails for greater accuracy, the machine is the first of 
its kind in Africa, according to Metric Automotive Equipment 
operations director Andrew Yorke.

“This technology represents a significant advance in 
our industry. It enables us to conduct wireless probing for 
measuring and set-up, as well as using CAD drawings to 
machine components to high levels of precision,” says Yorke.

The scale of the new machine allows it to work on 
engines up to 20 cylinders in size. The 3-axis capacity 
facilitates the standard machining processes for engine block 
remanufacture, and also enables salvage repairs. The new 
unit joins the company’s two larger 3-axis machines already 
in operation. The machines are dedicated mainly to the rail 

sector.
“A locomotive engine spends considerable time on our 

machining centers, so our new addition provides much-
needed additional capacity for other work. On any given day, 
we can now have up to five V18 engines being machined at 
our facilities side by side,” says Yorke.

Yorke highlights the value of the new Rottler unit in the 
continuous quality improvement of local remanufacturing 
capacity and expertise. As a function of process repeatability 
and machining accuracy, the quality of output is being 
constantly raised to the benefit of local customers.

“Our investment in machines like these represents a 
strategic contribution in support of local original equipment 
manufacturers (OEMs) and state-owned enterprises (SOEs). 
This fosters the country’s capacity to conduct large engine 
remanufacturing, which is vital to affordability, economic 
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Metric Automotive Engineering 
adds additional capacity

with new investment
Metric Automotive Engineering has added a new-generation Rottler 3-axis CNC 

machining unit to its workshop.





growth, job creation and conserving our foreign exchange,” 
continued Yorke.

Rottler equipment is not for general engineering purposes 
but is specifically designed for high-precision machining of 
engine blocks, he emphasises. This ensures that the quality of 
remanufactured engines complies in every respect with OEMs 
demanding specifications and standards.

The focus of Metric Automotive Engineering’s 
remanufacturing technology is on large engines used in sectors 
such as rail, earthmoving, mining, power generation and marine.
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Pfisterer (Pty) Ltd, one of the 
largest manufacturers of 
composite insulators and related 

products on the African continent, 
has announced the completion of 
its rebranding initiative. In future the 
company will trade under the name of 
Vexila.

“In keeping with our strategy, 
we are pleased to confirm that the 
company has rebranded as a leading, 
independent South African, electrical 
technology enterprise. Our new 
brand represents our commitment 
to continue delivering exceptional 
service to our customers with the most 
sustainably innovative products at our 
disposal. We strive to be the standard 
setting and leading enterprise in the 
industry that we serve,” says newly 
appointed CEO, Gary Whalley.

“Now known as Vexila, the 
company - a high voltage international 
electrical hardware developer and 
manufacturer - was acquired by 100% 
black-owned investment company, 
Thesele Group on 26 July 2018, making it a proudly South 
African-owned manufacturing entity with a Level 2 B-BBEE 

score rating. 12 months since its acquisition, the company 
has officially changed its name.”

“With the same products and services, Vexila has a 
global presence, supplying products to the rest of the 
African continent and the world. Vexila is one of only a few 
companies in South Africa that offers virtually all of the 
manufacturing processes required to produce its own final 
product, operating under one roof.”

“The comprehensive in-house technologies have ensured 
that Vexila remains a market leader in the field of OHL 
products on the continent, notably being the first African 
company to manufacture 100% locally and supply 400kV 
polymeric insulators to major African utilities.”

“Over the past 40 years, we have grown into one of the 
largest manufacturers of composite insulators and line 
hardware on the African continent with the most complete 
product offering in the market. Our focus is on supplying 
future-ready power grid products and solutions, tailored to 
drive robust economic growth that will enhance the quality of 
life for generations to come,” adds Whalley.

“First founded in 1972 as Hardware Assemblies, the 
company was acquired by the German-Swiss Pfisterer Group 
resulting in the business name changing to Pfisterer (Pty) Ltd 
in 2003.”

“With global energy requirements growing at an 
accelerated speed, Vexila’s electrical technology solutions 
are designed to offer a reliable, environmentally-friendly 
transmission of power, which includes sources such as solar, 
hydroelectric and wind.”

The Thesele Group is a 100% black-owned investment 
company that was established in 2005. Amongst its portfolio 
the Thesele Group has a 22% stake in financial services 
company Prudential Investment Managers (PIMSA), a 49.95% 
ownership of Probe Corporation, a company with its main 
focus on auto-electrical services, a 27% ownership of Elite 
Truck Hire, a 40% stake in Knowledge Integration Dynamics, 
a 35% stake in water and wastewater solutions provider 
Talbot & Talbot and a 26% stake in DG Capital (Pty) Ltd.

Pfisterer changes name to Vexila

Thabo Leeuw, CEO of the Thesele Group, Jabu Mabuza, acting CEO of Eskom, and Gary 
Whalley, newly appointed CEO of Vexila
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One of South Africa’s biggest steel pipe producers 
blames Eskom and cheap Chinese imports, among 
other factors. Tiso Blackstar said it would write off its 

R137.6 million investment in Robor.
The 90-year-old Robor, once one of Southern Africa’s 

largest suppliers of steel, tube and pipe, has closed its 
doors resulting in the region of 900 employees looking for 
new positions.

Tiso Blackstar, which holds a stake of almost 48% in 
Robor, blamed its demise on the weak state of the economy 
and cheap Chinese imports, among other factors.

In addition, delays in the signing of Independent 
Power Producer agreements with the South African 
Government and the well-publicised financial demise of 
Eskom have caused systemic harm to both production and 
revenue generation in South Africa’s steel tube and pipe 
manufacturing sector, Tiso said.

It also said that new US import duties on imported steel, 
hurt Robor’s sales of specialised steel pipe into the US 
oil and gas industry, previously a lucrative export market. 
Eskom’s decision to stop a planned 5 000km investment in 
additional power transmission lines, an initiative in which 
Robor had invested extensively, also hit the company.

Tiso also blamed government for not extending import 
duty and tariff protection to downstream industries, 
“thereby exposing steel fabricators to huge margin erosion 
to compete with imported steel-manufactured goods”.

Germiston-based Robor has seen a sharp slump in 
volumes over the past 18 months, and despite restructuring, 
cost-cutting and new deals with credit providers, these have 
not been enough to stop the company’s decline.

“In addition, the company explored numerous avenues 
to raise additional capital for Robor including selling Robor 
as a going concern, merging with a competitor and a break-
up and sale of individual Robor group companies.”

“Regretfully, despite all efforts to right-size Robor’s 
operations, to procure additional tonnages for Robor’s 
world-class manufacturing facility and to source additional 
capital, Robor became increasingly unable to maintain the 
required levels of working capital and liquidity to retain its 
going concern status.”

In December 2017, Tiso Blackstar had disposed of 
a 3.4% interest in Robor for R16.5 million, reducing its 
interest from 51.0% to 47.6%, which resulted in a loss of 
control and step down from a subsidiary to an associate.

Tiso Blackstar says it was unable to commit any further 
capital to Robor.

Robor’s directors and shareholders unanimously passed 
resolutions for the winding-up of Robor. The South Gauteng 
High Court granted the order of liquidation of Robor at the 
end of September.

In 2018 Robor got to merge with a competitor - Macsteel 
Tube & Pipe - which was allowed under the “failing firms” 
principle. Today neither Robor, nor its competitor Macsteel 
Tube & Pipe exist. The companies supplied pipes for 
water supply, tube for structural engineering applications, 
hi-tensile scaffolding, mine support systems and precision 
tubing in general.

Robor was one of a diminishing pool of South African 
companies that remained sufficiently competitive to export 
its product, in its case to the US. Its galvanised pipe factory 
was considered among the top three in the world. The 
institutional knowledge that has been lost with the closing  
of those doors cannot be recovered.

Steeledale, part of the black-women led Kutana Steel 
Group, has also applied for business rescue. And before 
the end of this year, Macsteel, one of SA’s biggest steel 
suppliers with more than 7 000 customers, will close at 
least eight of its 40-odd branch offices, losing about 300 
jobs in the process. In five years Macsteel has halved its 
workforce, decreasing from 5 500 employees to just over  
3 000.

“The job losses in the downstream sector over the last 
five years are significant. About 10 000 jobs have been 
shed just by five to six companies. Most companies are 
operating on four-day weeks and further retrenchments are 
planned. This is nothing new. The steel industry has been in 
decline since 2014. We keep thinking we are at the bottom, 
and we realise we are not, so we have to rejig some more. 
By now, the industry may have passed its tipping point,” 
said Paolo Trinchero, CEO of the Southern African Institute 
of Steel Construction in a news report.

“The Chinese businesses have come in with ridiculous 
pricing, often below production cost, just to buy the market. 
The writing was on the wall when we, as the largest reseller 
of tube and pipe, found we could buy product cheaper than 
the base cost of production. There is a war out there to 
achieve the next sale,” says Mike Benfield, CEO of Macsteel 
in the same report.

Robor Steel closes its doors

Extreme Machines have been appointed the agents for 
Taiwanese EDM wire manufacturer Der Shin Metal 
Technology. The company’s EDM wires, including 

brass EDM wire, coated EDM wire (DSZ type and  
DSH type) and other copper related wires are sold  
in more than 40 countries. All Der Shin Metal Technology’s 
wires are very suitable for wire cut EDM machines such 
as CHMER, Agie, Charmilles, Sodick, Mitsubishi, Fanuc, 
Makino, Seibu, Accutex, Exetek and many others. The 
company manufactures 1 500 tons of wire per year.

“The cost of wire is nothing compared to a wire  
EDM machine, even if you had to add up the expense over 

the life of a machine. However, wire is the single highest 
expense in operating a wire EDM and is critical to the 
optimum functionality of your machine with reference to 
cutting speed, accuracy and finish. You therefore would 
not use low-cost or inferior wire for operating your  
EDMs. 

“Der Shin Metal Technology has been manufacturing 
a quality product since 1987 and have now appointed 
Extreme Machines as its agent in South Africa,”  
explained Sakkie Coetzee of Extreme Machines.

For further details contact Extreme Machines  
on TEL: 011 894 5455 or visit www.edmworld.co.za 

Extreme Machines appointed agents for  
Der Shin Metal Technology EDM wire
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Duncan Macdonald 
Company Ltd, 
an importer 

of engineering tools 
and accessories for 
the metalworking 
industry, as well as a 
local manufacturer of 
Tapmatic cutting fluids 
and coolants, has added 
Swiss manufacturer pL 
Lehmann’s products to 
the list of international 
companies and products 
that they market in South 
Africa.

pL Lehmann, based 
in Bärau, Switzerland, 
has been developing 
and producing CNC 
rotary tables for over 45 
years. The company was established in 1960 as a contract 
manufacturer and introduced its first numerically controlled 
rotary table in 1974. The family-owned company, which is 
now run by the 2nd generation, has subsequently continued 
to develop its products that now encompass applications for 
5-axis machining and additive manufacturing (AM), all ready 
for Industry 4.0 and digital production.

One of the highlights of the company’s history is the 
powerful and flexible Series 500 - developed in 2009 - 
which is ideal for the most demanding tasks thanks to its 
modular design. With the backlash-free, preloaded PGD gear 
unit - developed in 2014 - pL Lehmann reached another 
milestone. At EMO 2017, the Swiss rotary table manufacturer 
introduced, among other items, a new pL-iBox generation that 
is incorporated into the rotary tables and allows them to be 
ready for Industry 4.0 and digital production.

pL Lehmann rotary tables allow users to upgrade a vertical 
machining center’s productivity without incurring the expense 
of a new machine. The tables are available in four basic 
models that can be assembled into as many as 240 different 
configurations. More than 20 different available clamping 
methods and behind-the-spindle accessories further extend 
the system’s adaptability. 

All pL Lehmann tables consume a minimum of space in 
the machine work envelope, facilitating optimal tool access 
to the workpiece. Despite their space-saving dimensions, the 
tables and spindles offer strong resistance to pull-out torque 
and axial force while providing high levels of clamping torque. 
Engineered for low power consumption and light weight, the 
tables feature IP67 rated enclosures.

The line also offers the industry’s most extensive selection 
of work holding interface options on the market today. 
Both single-spindle and multi-spindle pL Lehmann tables 

are available in 4-axis 
and 4/5-axis versions. 
Swivelling-bridge-style 
4-axis tables employ the 
roto-FIX clamping yoke 
for machining of multiple 
parts. The tables’ 
backlash-free preloaded 
gear drives (PGD) provide 
both high torque and 
high rotation speeds, 
with spindles capable of 
35kW to 82kW and cycle 
times for 90 degrees of 
0.34 sec. 

swissClamp system
Working in tandem 

with pL Lehmann rotary 
tables, the company’s 
swissClamp system 

allows operators to mount multiple work pieces on machine 
tool tables for uninterrupted production and unmanned 
operations. For use with rotary and standard tables on vertical 
or horizontal milling machines, the Swiss-manufactured 
swissClamp modules mount on face plates or directly on 
worktables and extend a shop’s potential part-clamping range 
from 90mm to 200mm - a 40 per cent increase in work piece 
capacity within the same clamping length.

Zero-point clamping system for AM
pL Lehmann presented one of its newest products at EMO 

2019. The AM-Lock zero-point clamping system is resistant to 
temperatures up to 500 degrees C and is fully modular. With 
a zero-point clamping system, the 3D printed workpiece can 
be placed on a CNC machine, and no time is lost because the 
exact position must first be determined. After all, the zero-
point is known, so the position of the workpiece can be easily 
determined with a probe.

pL Lehmann products are used on all OEM machines and 
at EMO 2019 it had applications on DMG MORI, GF Machining 
Solutions, Hainbuch, Mazak, Bridgeport Hardinge, Saeilo and 
Gressel machines that were on display.

Duncan Macdonald & Co
Besides manufacturing and distributing Tapmatic cutting 

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

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

Other products include the Tapmatic TapWriter, which 

Duncan Macdonald to market 
pL Lehmann rotary tables 

and clamping systems



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

Besides Tapmatic and Grippex the company also 
represents well-known names such as Reime, Henniger,  
OMG and Diatest.

For further details contact Duncan Macdonald & Co  
on TEL: 011 444 4345 or visit www.macduck.co.za  
or www.lehmann-rotary-tables.com/en
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Cape Metal Pressings, 
based in Capricorn 
Business Park in 

Cape Town, has recently 
reaffirmed itself as a 
preferred component 
supplier to leading brands 
in the automotive industry 
including Gabriel.

With a combined total of 
130 years of experience in 
the tool making and metal 
pressings industries, Cape 
Metal Pressings is poised to 
chalk up any future market 
share the global automotive 
industry may send South 
Africa’s way, which, judging 
by OEM investments over 
the last year, is a trend set 
to continue for the South 
African automotive industry.

While the global 
automotive market 
clambers and wrestles with 
the imminent onslaught 
of more reliable electric 
vehicles, many markets, 
including the African one, 
will still be using standard 
combustion engines for 
quite some time to come.

Cape Metal Pressings 
recently expanded its 
operations even further 
with the addition of a 
new Yangli 200 ton Metal 
Press, supplied by Coastal 
Engineering Supplies in 
Cape Town.

The new machine extends 
the existing range of presses 
to 14 presses, that range from 
30 to 200 tons. All of these are fitted with decoilers and 
feeders.

“Coastal Engineering Supplies have supplied all our 
presses from the beginning 25 years ago. The first few 
presses were supplied by George Hintenaus and his son 
Albert has supplied the rest including the 200 ton this year, 
as well as the associated material handling and decoiling 
equipment. We commissioned four other new press lines 
about four years ago,” explained Gerald Stark, owner and 
Managing Member of Cape Metal Pressings.

Cape Metal Pressings manufactures small to 
medium size, high volume metal pressings for various 
industries including the shock absorber, motor industry, 
telecommunications, electrical and raised flooring industries, 
amongst others.

Stark, himself a qualified tool and die maker with 

35 years’ experience, 
continued: “The main 
reason for the investment 
is the extra workload from 
Gabriel shock absorbers. 
We were approached by 
Gabriel in late 2018 to take 
over the work that GUD 
company Precision Press 
had been supplying as GUD 
moved their manufacturing 
operation to Port Elizabeth. 
We also supply SJM in 
Port Elizabeth monthly 
with some pressings for 
the catalytic convertor 
industry.”

“We will consolidate 
the current work and new 
Gabriel work into 2020, 
and look for more business 
in the motor industry next 
year. It is probably the 
country’s and world’s worst 
trading conditions in 25 
years, far surpassing the 
2008 crash, and having 
just invested in new plant, 
machinery and premises, 
we will be selective in our 
choosing of new work.”

Cape Metal Pressings 
manufactures a wide 
range of metal pressings 
in many different materials 
including different grades 
of mild steel, stainless 
steel, brass, copper, 
aluminium and plastic. 
ISO 9001 compliant 
since October 2001 (and 
currently compliant with 
ISO 9001:2015), Cape 

Metal Pressings prides itself on quality control with stringent 
measures and procedures in place for quality management.

This quality management extends well within the company 
itself too with all production press tools being designed in 
house on AutoCAD, and manufactured in their own tool room. 
This includes tool maintenance. Further to this, records are 
kept on tool history and performance, with tool designs and 
drawings being stored electronically for easy reference.

“We have two wire EDM’s that run under a separate 
company - Precision Wire Cut Services. We use them for 
cutting our new tools and they also do outside work for other 
companies. We also have a range of rotary and vibratory 
finishers to complement the stamping process.” The company 
also offers projection welding, spot welding and riveting and 
assembly work.”

“We built our first factory of 750m2 in 2006 and the 

Cape Metal Pressings installs  
new 200 ton metal press

Gerald Stark, owner and managing member of Cape Metal Pressings and 
the new 200 ton YANGLI press





second of 725m2 in 2013. 
We have recently purchased 
the factory and land next 
door which will allow us 
to erect a new factory of 
500m2, thereby adding to 
the existing 250m2, giving 
us another 750m2. This 
will be used as the main 
receiving and stores areas 
for raw material coils and 
finished goods, as well as 
for press tools. In total this 
will bring our under roof 
area up to 2 225m2 and all 
three factories will be linked 
for forklift access.”

As a company that is 
not just customer-focused, 
Cape Metal Pressings has 
grown from strength to 
strength in the last decade 
and now employs 50 people 
today, up from 20 in 2006.

Cape Metal Pressings 
manufactures between 
1.5 and 1.7 million parts 
per month, which equates to 
approximately 30 to 40 tons 
per month. Exports consist of 
about 30% of production, and components are exported to 
Lesotho, Poland, Sweden, North America, Mexico, Colombia 
and Ecuador.

Cape Metal Pressings is a level 8 B-BBEE contributor.
For further details contact Cape Metal Pressings  

on +27 (0)21 709 0512 or visit https:// 
www.capemetalpressings.co.za/

Various components manufactured by  
Cape Metal Pressings

Components manufactured by Cape Metal Pressings 
for Gabriel
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Metal Chip Machinery, a provider of precision electric 
CNC press brakes, welding, laser and plasma cutting 
machines will be hosting its Technology Open House on 

27 and 28 November 2019, at the company's newly-expanded 
facility in Wadeville, Gauteng. The event is highlighted by the 
grand opening of its new showroom. A ribbon-cutting ceremony 
for the new showroom will take place during the show, with the 
open house beginning at 09:00 AM both days.

“We are excited to unveil our new showroom. Our 
new space will allow us to showcase more machines and 
more product solutions to help our customers maximise 
profitability,” said Malcolm Moriarty, owner of Metal Chip 
Machinery.

“We will be running live unique demonstrations of our 
electric CNC press brakes, welding, laser and plasma cutting 
machines, giving attendees the chance to experience the 
cutting-edge capabilities of this equipment,” continued 
Moriarty.

The company’s new showroom will also be highlighting 
demonstrations of the latest products from its partners that 
will take part in the technology show.

“We have partnered with Stillam, B&R Metrology, Solmach 
Trading, Sandvik Coromant, Soyer and ESAB, as well as our 
own principles CoastOne, Geka and Geradi to give technical 
presentations and demonstrations focusing on specific 
machines, cutting techniques, fixturing, tooling, welding, 
metrology, machining software, accessories and consumables 
to enhance manufacturing productivity and improve part 
precision.”

Metal Chip Machinery is extending an invitation to all 
current and potential customers to attend the technology 
show and ribbon-cutting ceremony for the grand opening of 
its new showroom at 174 Galjoen Road, Wadeville. All are 
welcome to stay for refreshments. For more information 
contact Metal Chip Machinery on TEL: 011 476 7509 or  
072 834 3164.

Metal Chip Machinery to host  
technology open house on  

27 and 28 November 2019 to celebrate 
opening of new showroom
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Cape Town-
headquartered WD 
Hearn Machine Tools 

have announced that 
they have been appointed 
the agents for Mahr, a 
worldwide operating, 
medium-sized family-run 
business whose name is 
traditionally connected 
with the terms dimensional 
metrology, quality and 
innovation. 

Based in Göttingen, 
Germany, Mahr was 
founded in 1861 in 
Esslingen, Germany, by 
Carl Mahr, who developed 
the first length measuring 
technology. Even today, 
the family business is still 
owner-managed.

“With 1 700 employees, 
the Mahr Group is one 
of the world’s leading 
companies in dimensional 
metrology, high-precision 
ball bearings, high-precision gear metering pumps and 
mixing and dosing technology,” explained Graeme Cooper, 

Sales Director of WD Hearn Machine Tools.
“As an application specialist in the field of production 

metrology, Mahr solves the metrological tasks of its 
customers and is the contact partner for all questions 
related to quality,” continued Cooper

“In addition to high-quality measuring units to test 
workpiece geometry customers are able to operate a 
wide variety of products from the Mahr portfolio, including 
surface, contour, form, precision length, length systems and 
precision gauge products.”

“Today’s production managers require greater flexibility 

for small batch size 
production and tight 
tolerances. On many 
production lines, the 
use of measurement 
technology for 
quality assurance 
is still realised off-
line. Inspection 
equipment is often 
located at the end of 
a production chain 
and the quality of a 
component is only 
determined when 
it has already been 
manufactured. In 
the worst case, the 
component fails to 
meet the specified 
tolerances, making 
it necessary to move 
through all phases 
of the production 
cycle again. As 
a consequence, 
measurement 

technology is often perceived as an expensive, time 
consuming exercise with no added value.”

“Today smart manufacturing technology moves quality 
assurance out from this unloved shadow behind the scenes 
into a new role - centre stage. As an integral part of the 
production chain, it actively engages in manufacturing 
operations and corrects production steps when a single 
component does not meet the correct tolerances. As a 
result, faulty components are no longer produced; First parts 
are good parts.”

“WD Hearn is one of the largest CNC machine tool 
suppliers in South Africa including providing highly 
experienced technical support and service. We have 

WD Hearn appointed agents 
for dimensional metrology solutions  

provider Mahr

“WD Hearn is one of the largest CNC machine tool suppliers in South Africa 
including providing highly experienced technical support and service. We have 
carefully chosen hi-tech suppliers from Europe, America, Taiwan and Japan to  

cover virtually all machine shop and production requirements. We are continually 
evolving our product line to match the lightning fast evolution of technology  

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

“In recent years we have evolved to offer our clients 
a turnkey solution. We specialise in the sale of precision 
metal cutting machines. Our vast range of machine tools 
covers virtually all toolroom, job shop, production and 
general engineering requirements, whether it is basic 
conventional milling and turning, to complex five-sided 
multi axis CNC operations. Our product range of machines 
covers machining centers, lathes (vertical and horizontal), 
boring mills, bridge type, EDM and WEDM, lasers, gear 
hobbing, grinding, waterjet and many other special purpose 
machines.”

“Over the years we have built extensive product 
knowledge within the W.D. Hearn group in application, 
service and repair. But we realised that our clients also 
wanted more than just a CNC machine. They want a 
turnkey solution provider. Hence, our endeavour in the last 
few years has been to source quality suppliers in the fields 
of metrology, measurement and accessories associated 
with machining, that could satisfy our client’s needs.”

“First we were appointed the Renishaw agents in 
South Africa. Renishaw offer precision measurement and 
process control products for a wide range of applications 
and industries. More recently Renishaw have increased 
their exposure in AM and this allows us to keep up with the 
developments in this area.”

“This was followed by the LK Metrology CMM range 
of machines, which complement the Renishaw range as 
well as the other agencies such as Starret, Nikon and 
InspecVision. Together these suppliers allowed us to 
offer virtually any solution for measurement and quality 
inspection.”

“But we were still short of products such as height 
gauges, calipers, digital indicators, surface measuring 
instruments, video measuring, test indicators, micrometers 
and dial comparators. Mahr manufactures products for system 
metrology applications such as these including surfaces, 
forms, shafts, gears, customer-specific solutions, calibration 
measuring machines and hand-held metrology.”

  “Their products are used in applications for the 
automotive and automotive supplies industry, precision 
mechanics, electronics, medical technology, air and space 

industry. Their main manufacturing locations are in Germany 
but they also have them in the USA, China, France and the 
Czech Republic.”

“As an application specialist in the field of production 
metrology, Mahr solves the metrological tasks of its customers 
and is the contact partner for all questions related to quality. 
They are a perfect fit for our business.”

For further details contact WD Hearn Machine Tools on 
TEL: 021 5345351 or visit www.wdhearn.co.za
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Chassis manufacturer, the KLT Group, has acquired the 
AVMY Steel Science pressing, welding, assembly and 
e-coating plant, in Brits, in the North West province, in 

an investment valued at roughly R30 million.
The move forms part of the Indian group’s production 

expansion and diversification programme in South Africa.
 KLT operations at the AVMY plant started in June, 

and current customers include Toyota, RG Brose, Ford and 
Mercedes-Benz South Africa via a production partnership 
with Metalsa Germany.

 KLT Group chairperson Jubin Thakkar says the new plant 
brings the number of South Africa-based KLT Group plants to 
four, with another plant in East London, in the Eastern Cape, 
on the cards for 2021.

“The Brits plant is our second AVMY acquisition, with the 
first, a plant in Linbro Park, Johannesburg, which is a steel 
processing centre and tube manufacturing facility acquired 

in 2016. The Johannesburg 
plant manufactures both 
automotive and non-
automotive products. KLT 
Group currently employs 
about 1 000 people, but the 
figure is expected to increase 
to 1 600 by 2022.”

 The AVMY plant in 
Brits incorporates a press 
shop with a 300 ton to 1 
000 ton press capacity, as 
well as welding assembly 
systems capacity, a metrology 
department, laboratory 
division and e-coating facility.

New pressing and welding 
modules and projects are 
already underway in the newly 
acquired facility. The plant 
currently employs more than 
80 employees.

With the emphasis on skills development, KLT provides 
training at a dedicated welding school at its Hammanskraal 
facility and will roll out artisan training at all of its operations 
later this year. The group was awarded a Best Foreign 
Investor Award in 2014.

 KLT Group director Paul Leonard says the Brits plant will 
be further geared to produce various pressing and welding 
sub-assemblies and modules for a number of vehicle 
manufacturers.

“Since launching our first operation in South Africa eight 
years ago, we have invested significantly in our South African 
operations,” says Leonard.

“Jobs at our plants range from non-skilled to highly 
skilled blue and white-collar roles,” says Thakkar.

“We employ more than 80 engineers at our four plants 
throughout the country.”

Chasis manufacturer KLT acquires 
Brits plant, eyes East London expansion

Following the strategic review concluded in 2018 and as 
part of the non-core disposal process, Aveng has now 
announced that, through its wholly owned subsidiary, 

Aveng Africa (Pty) Ltd, it has entered into a binding term sheet, 
with Laula Consortium (Pty) Ltd., for the sale of the Grinaker-
LTA Mechanical and Electrical Business (M&E Business), 
subject to certain conditions precedent. Laula is a black-owned 
company.

The M&E Business was identified as non-core as part of the 

strategic review. The M&E Business has an extensive record 
in the structured steel, mechanical, electrical, instrumentation 
and piping projects executed in the oil and gas and resources 
sectors and is a well-established player in the shut-down and 
maintenance sector, where it regularly undertakes work in 
several of the large petroleum refineries.

A key component of the strategic plan is the disposal of 
businesses that do not support the Group’s long-term strategy. 
While these are inherently good businesses, it is highly likely 

Aveng asset disposal  
process advances

Only Trident Steel and Aveng Automation & Control Solutions are left to sell.
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that they would be more successful in the hands of different 
owners.

The decision to sell these businesses as going concerns 
has ensured that Aveng will remain fully engaged to drive 
improved performance at these businesses until new owners 
are found. This approach will ensure a sustainable future for 
employees, customers and suppliers of these businesses 
and it will also allow Aveng to realise acceptable value for its 
shareholders in the disposal process.

The M&E Business sale added R72 million to the R520 
million that Aveng had already netted  from the disposal 
of six non-core 
businesses, as 
well as other 
assets, and that 
the process of 
disposing its 
remaining non-core 
businesses would 
be completed 
during 2020. 
The two non-core 
businesses not 
yet sold include 
Trident Steel and 
Aveng Automation 
& Control Solutions 
(ACS).

Aveng 
management have 
been simplifying 
and optimising 
the portfolio of 
core businesses 
due to the 
challenging market 
environment in 
many of the sectors 
the group operates 
in and reduced 
infrastructure 
investment in the 
country. 

The disposal 
of non-core assets 
was aimed at 
improving revenue 
growth and the 
profitability of the 
group.

Since August 
2018, Aveng has 
disposed of non-
core property 
assets and 
businesses which 
include Aveng 
Water, Aveng 
Rail, Aveng DFC, 
Aveng Infraset and 
most recently the 
announcement 
of the sales of 
Aveng Rand Roads 
and the Ground 
Engineering 
businesses.

The companies already sold, or are in the process of being 
sold, include: Aveng Rail business to Mathupha Capital for 
R133 million; Dynamic Fluid Control to Copaflo Fluid Control, 
for R114 million; Rand Roads to Ultra Asphalt for R37.5 
million; Ground Engineering to management and another 
shareholder for R7.5 million; Aveng Infraset to the Colossal 
Africa Consortium, for R180 million; Duraset Alrode to Videx 
Wire Products for R50 million and Grinaker-LTA building and 
civil engineering to the Laula Consortium for R100 million.

Aveng also sold its Steeledale business for approximately 
R252 million.
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Toyota South Africa Motors (TSAM) is proud to announce 
that it has made substantial enhancements to the local 
production of its popular Hiace Ses’fikile model, by 

increasing the local value addition. This was facilitated by a 
R454 million investment in the bespoke production facility in 
Durban. 

“In terms of the South African Automotive Masterplan 
(SAAM), local automotive value addition needs to be 
exponentially increased. TSAM is committed to support the 
SAAM and has therefore proactively increased the local 
value addition of the Hiace Ses’fikile from 38% to 44%. This 
localisation has added R422 million per annum local value 
addition to the economy. Even more encouraging is the fact 
that we’ve been able to create an additional 80 jobs in the 
process,” said Andrew Kirby, President and CEO of TSAM.

“The latest contribution places TSAM’s total investment in 
the Hiace Plant at over R1 billion since our initial investment 
in 2012. In 2012 TSAM switched from importing the Hiace 
Taxi as a Complete Built Up (CBU) to a Semi Knock-down 
(SKD) vehicle, and in 2015 to a Complete Knock-down (CKD). 
Since the introduction of the local manufacture of this product 
we have seen the volumes increase from 9 300 units to 14 
000 units per year, which equated to an increase of 37%. The 
most recent increase in demand from our customers to 15 
000 units per annum has given us this opportunity to deepen 
our localisation, which will allow us to improve affordability 
over time.”

“This investment of nearly half a billion rand by TSAM is 
another major vote of confidence in the capability of the South 
African automotive industry and the KwaZulu-Natal economy. 
Manufacturing is the largest contributor to economic output in 
the province, supporting more than 350 000 direct jobs.”

“Since TSAM’s localisation programme began, more than 
80 000 taxis have been assembled locally by Toyota. If each 
of those taxis opened their doors to commuters right now, 
more than a million South Africans would be able to climb in. 
The increased level of local content is an important part of the 
2035 vision for the industry and will increase the participation 
of more South Africans in this thriving sector of the economy,” 
says Patel.

According to Kirby: “The minibus taxi industry plays a 
pivotal role within the South African transport system, and as 
such, is important in supporting the wheels of our economy. 
TSAM is proud to be a part of this industry and is continually 
looking for opportunities to participate in social upliftment 
programmes. Today we would like to highlight two of these 
programmes that have a direct bearing on minibus taxi 
commuters and those who operate them.”

The latest injection of close to half a billion rand adds 
to the R74 million in 2012 and the R505 million in 2015 as 
Toyota moved away from importing the Hiace to assembling 
the vehicle. 

TSAM also announced the start of its export operations to 
support local assembly of Hilux in Kenya. TSAM is embracing 
the direction of local assembly, and has therefore invested 
close to R20 million for the establishment of its packing 
plant to support this knock down business. The essence of 
manufacturing as intended under Automotive Production and 
Development Programme (APDP) remains intact. There is no 
change to the value addition and employment has, however, 
with employment increasing by 20 additional people. Start 
of production in Kenya will be later in October 2019 and 
customers in Kenya will benefit by being able to buy their 
vehicles at a more competitive price. 

Toyota announces further 
investment in its Hiace Ses’fikile plant



Railway engineering company TMH Africa has unveiled its 
45 000m² rolling stock manufacturing and service plant 
in Boksburg, which it acquired from DCD Group last year 

as part of its R500 million investment in Africa. 
The facility is part of the R40 billion investment that 

the Gauteng government says a number of companies have 
committed to collectively investing into various corridors in the 
province.

It will manufacture, assemble and service locomotives 
and other rolling stock for the African continent and will 
further contribute to skills and small and medium enterprises 
development in the rail manufacturing and services industries.

TMH Africa is a subsidiary of Transmashholding (TMH), the 
largest manufacturer of rolling stock in Russia. It is 30 per 
cent owned by black economic empowerment partner Mjisa 
Investments.

The rolling stock manufacturing facility will become Africa’s 
gateway production site, which will enable the assembling, 
maintenance and refurbishment of rolling stock.

The facility has the capacity to employ 1 500 workers, 

once it secures more projects. Currently, while the capacity is 
there the demand is not, therefore, the facility is only running 
at about 15% of capacity.

TMH Africa unveils rolling stock 
manufacturing and service plant

The relaunched plant boasts over 100 years of manufacturing and servicing of rolling stock.

The facility has four Yaskawa Motoman robotic welding cells
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The transportation of both Kangnas Wind Farm and 
Perdekraal East Wind Farm’s tturbine tower sections have 
commenced, making their way from the West Coast’s Port 

of Saldanha and Atlantis.
These two giant projects will be connected to the 

country’s national grid by August 2020, forming part of the 
government’s Renewable Energy Industry Power Producer 
Procurement Programmes (REI4Ps) Bid Window 4, both of 
which incorporate significant levels of locally manufactured 
components.

The first tower sections departed from Atlantis, West Coast 
of Cape Town, with blades, nacelles and other components 
travelling from the Port of Saldanha. It is expected that all 
1 090 turbine components, weighing in collectively at an 
impressive 56 000 tons, will have reached their respective 
sites of Springbok, in the Northern Cape and the Witzenberg 
Municipality, in the Western Cape, before the end of January 
2020.

“This is a considerable undertaking as we will have 
more than 1 000 abnormal loads traversing the country, 
between now and January next year,” explained Christo Loots, 
construction programme manager for Kangnas Wind Farm and 
Perdekraal East Wind Farm.

The growth of wind farms
These two projects, both of which boast very high local 

content percentages, will additionally bring in substantial 
community investment over 20 years once they start operating 
in 2020 and generate a combined 932,3GWh/year of clean, 
renewable power into the grid. This is equivalent to the energy 

needs of 215 000 homes each year.
There are 33 wind farms at various stages of development 

throughout South Africa, including these two giant projects. 
The country has more than 1 365 wind turbines generators 
equalling 3 672MW installed capacity of which 2 020MW is 
fully operational. The wind sector has invested R80.6 billion 
in South Africa and is helping to drive local manufacturing 
industries, which provide thousands of home-grown jobs. 

One such manufacturer, GRI Towers South Africa, located 
in the Special Economic Zone (SEZ) for Green Technologies, 
is producing the massive turbine tower sections for Kangnas 
Wind Farm and Perdekraal East Wind Farm. 

GRI is 25% owned by local black shareholders, whilst their 
250 or so employees have benefited from skills transfer, some 
seeing training and experience abroad, and bringing their 
skills back to South Africa to ramp up to full operations again. 

According to Green Cape, the SEZ has already attracted 
R680 million in green technology investments and has 
created over 300 jobs. It is expected that the zone will attract 
a further R3.7 billion of investment by renewable energy and 
other manufacturers, and nearly 3 000 jobs are expected to 
be created by 2030 if these investments are realised.

Perdekraal East Wind Farm is situated in the Witzenberg 
Local Municipality, in the Western Cape, approximately 80km 
North-West of Ceres and 198.26km north east of the Port of 
Saldanha.

Kangnas Wind Farm is situated in the Nama Khoi 
Municipal area, in the Northern Cape. This province is the 
recipient of the majority of IPP’s from the latest bid window, 
green lighted almost a year ago.

Two giant wind projects to come 
online in August 2020
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“Very few real job shops exist today. That is job shops 
that offer the variety of services that can process 
metal from flat sheet to profile cutting. Most 

fabricators prefer to engage in producing multiples of the same 
product, which minimises engineering time and tooling costs. 
Facilities are organised for an assembly line-type of production, 

and quality control can be automated. Paperwork becomes so 
repetitious that the only change may be the date and customer 
information. Cost studies are simplified and rarely required. 
Personnel training can be standardised. All this combined 
allows the mass producer to know the cost of everyday 
operation,” said Mike van Zyl, MD and founder of Fast Flame 

Job shop versatility is key at  
Fast Flame Profiling

Today’s job shop market is characterised by unrelenting competitive pressure from  
fabricators that focus on just a few processes and do them very well.

The Bystronic 10kW fiber laser with automated loading and unloading

“Like most shops, ours has a ‘culture’. The dynamic of how things work is  
often unspoken and can’t be explained. A lot goes on to process metal successfully, 

so being committed to that culture or process is what makes shops like ours  
succeed. Having or finding the right people to make this happen is  

one of the biggest keys to our success.” 



Profiling.
“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 dollars, and 
only a few shops have equipment large enough for some 
projects,” continued van Zyl.

“Then you have the narrow versus broad technology focus. 
Some fabricators focus on just a few processes and do them 
very well. One could have a quick-turn cutting and bending 
operation. Another could focus just on roll forming and its 
ancillary processes while still another could focus solely on 
high-end prototyping fabrication for aerospace and defence.”

“Others have broad technology mixes that include not only 
sheet metal cutting, bending, welding, grinding, and powder 
coating, but also machining, some stamping, and complete 
assembly. Some may even venture into other technology 
sandboxes, like plating or heat treating, or even plastic 
injection moulding and non-metal (resin) additive processes.”

“Then you get the fabricators that are expanding into niche 
services. They offer laser and bending processing services 
and have expanded their services to include machining, 
welding and assembly but don’t go much further than that. 
They also limit themselves to the gauge of material that 
they process. At the other end of the spectrum, custom 
fabricators launch their own product lines so they can stop 

chasing work and build an additional revenue stream while 
others are obliging by offering some previously unheard-of 
technology mixes.” 

“That’s why product-line manufacturers dip their toes into 
the job shop business, an arena that’s not tied to the demand 
variability of a single industry or product. It’s a good business 
if the operation can weather the ups and downs.” 

“But the real job shops, offering a variety of metal 
processing services for a wide range of gauges only, are 
becoming rarer.”

“Fast Flame Profiling typifies what this type of job shop 
is all about. Nearly 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 with it the older skill sets 
are going away with the retirees. Technical schools are not 
able to teach what has been passed down for generations.” 

“Job shop work is ever-changing, with most jobs never 
returning to your worktable. Repeat orders are a blessing, 
especially when your processes to produce them are fine-
tuned. We have a few customers that provide us with these 

 Fast Flame Profiling have also just invested in a Timesavers 42 RB 
rotating brush machine for deburring, edge rounding and finishing of 

components. The machine was supplied by First Cut

Laser cut components ready for delivery

The company has also invested in a new Bystronic Xpert 80, a 
compact speed machine for small and medium-sized parts

Profile cut components with bevelling
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Profile cutting A range of profile cut components

types of high-volume orders, but the majority are for orders 
with a minimal number of components required. We are not 
a service centre that takes a standard size sheet of metal or 
plate, feeds or loads it onto a machine and then boom, boom, 
boom or cut, cut, cut and out pops the components.” 

“Customers want to simplify their supply chains and 
demand a high level of quality and delivery performance, at 
the right price. Nothing fancy. They just want to be associated 
with our flexibility and the variety of services that we offer.”

“These services include laser cutting, high-definition 
plasma cutting, guillotining, profiling, CNC bending, rolling, 
decoiling, slitting, cut-to-length, blanking, drilling, chamfering 
and bevelling. We do offer some light fabrication and welding 
services but it is not our focus.”

Material
“We pride ourselves on stocking a diverse range of carbon 

and stainless steel grades. Wherever possible Fast Flame 
Profiling stocks locally produced steel but, if we have to 
import, we will do. A good example of this is the 300mm plus 
range of profile material.”

“We also operate on a 24/7 basis, allowing us to assist 
our clients with varying quantities, breakdowns and tight-
deadlines.”

Equipment
“Additionally we are continuously working to acquire state-

of-the-art equipment to keep up with customer demands. Our 
latest acquisition is a Bystronic 10kW fiber laser with a bed 
size of 4 000mm by 2 000mm. It is the second fiber laser 
(the other is a Bystronic 4kW fiber laser with a self-loading 
bed size of 3 000mm by 1 500mm) that we have purchased 
and it joins the other three Bystronic CO2 lasers. Two of 
them fall into the large bed category size of 12 000mm by 2 
500mm.”

Bystronic 10kW fiber laser with automated loading and 
unloading

“In 2018 Bystronic acquired a 70 per cent shareholding in 
automation specialist Antil S.p.A. This majority shareholding in 
the Italian specialist for automated sheet metal processing for 
the loading and unloading of cutting systems, corresponding 
storage systems and services, gave us an opportunity to 
include one of their systems, as we explored our automation 
possibilities.”

“Antil automated warehouses, as they are referred 
to, complement press brake, laser cutting and punching 
machines, allowing you to multiply the efficiency of production 
facilities, reduce the processing times of an individual 
project and optimise the use of production space. The 
sheet warehouse and processed metal automation system 
allows you to extend the daily active time of your connected 
equipment - in our case our new Bystronic 10kW fiber - to 24 
hours a day without interruption. The automatic warehouse 

One of the decoiling machines Fast Flame Profiling can decoil from 0.33mm to 12mm with a 
maximum coil width of 1 800mm and a maximum coil weight of  
30 tons, blank up to 200mm wide with gauges of between 1mm  

and 3mm and slit according to these parameters up 6mm





loads sheet and unloads processed components according to 
the needs of our flexible production plan, ensuring continuity 
in the unattended work of the machine.”

“Even if the plant is operating 24 hours a day, the 
automated warehouse allows us to change the priority of 
orders in process and to respond to urgencies or changes in 
production requirements.”

“We must be one of the only companies in South Africa 
that is not manufacturing product or processing sheet through 
various equipment that has employed this system.”

Timesavers rotating brush machine for deburring, edge 
rounding and finishing

“We have also just invested in a Timesavers 42 RB rotating 
brush machine for deburring, edge rounding and finishing of 
components. The machine was supplied by First Cut.” 

“In many cases, metalworkers manually deburr 
components while their machine works away at the next sheet 
or plate. However, regardless of how skilled you are at manual 
deburring, it’s impossible to match the speed and consistency 
of automated deburring systems. In fact, hand grinding could 
be hampering the overall productivity and profitability of your 

organisation.”
“We have invested in this machine to offer 

our clients an extra service that nobody likes to 
get involved in, especially if they don’t have the 
volumes like we do.”

Fast decoiling, slitting, cut-to-length and 
blanking

“Another strength of ours is decoiling, 
slitting, cut-to-length and blanking. We have a 
number of machines on the floor and we can 
decoil from 0.33mm to 12mm with a maximum 
coil width of 1 800mm and a maximum coil 
weight of 30 tons, blank up to 200mm wide 
with gauges of between 1mm and 3mm and slit 
according to these parameters up 6mm.”

“We carry stock of coil but also offer a 
service of warehousing coil for clients.”

YSD 16m 640 ton press brake
“One of the biggest investments we made 

was eight years ago – a YSD 16m press brake 
and we have not looked back. The two 640 ton 
eight metre long machines act in tandem and 

give us the opportunity to bend some fairly wide heavy gauge 
material.” 

How do tandem brakes work?
“Like most single brakes, tandem brakes are also CNC. 

Ram depth accuracy and repeatability are achieved with 
scales and linear encoders. These components evaluate the 
position of the ram multiple times per millisecond and direct 
that information back to the CNC, which then governs the 
hydraulic system powering the machines. Instead of reading 
two scale positions for a single machine, tandem brakes read 
the position of four scales and adjust accordingly.”

“The machines can be controlled either from a single 
station to act as one long press brake, or they can be 
operated independently as two separate press brakes. Most 
CNCs even have an option that allows part programming to be 
shared across both machines.”

“When the brakes are operated as a tandem set, it is 
critical that both machines are setup and calibrated properly. 
While important for single-machine setup, calibration is 
even more crucial for tandem brakes. This starts with the 
mechanical features of the machines: The bed, ram, and 

Mike van Zyl, MD and founder of Fast Flame Profiling

Besides decoiling Fast Flame Profiling also slits and cuts-to-length 
sheet

One of Fast Flame Profiling’s biggest investments is in a YSD 16m 
press brake. The two 640 ton eight metre long machines act in 

tandem and give the company the opportunity to bend some fairly 
wide heavy gauge material 
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tooling. If these items are not properly aligned, quality bends 
will not be achieved. Multiple methods are available to ensure 
precision alignment. Once the mechanical features are in 
sync, it is imperative that both machines be functioning 
properly. Any problem one of the machines experiences will 
affect the operation of both.”

Bystronic Xpert 80
“Besides our big press brake we have another 320 ton 

machine with a width of 4 200mm and a 135 ton machine 
with a width of 3 000mm. However, we have just invested in a 

new Bystronic Xpert 80, a compact speed machine for small 
and medium-sized parts.”

“The Xpert 80 is a high-speed, mobile press brake that 
has a compact format that fits into virtually any manufacturing 
environment. It is perfect for our needs for small and medium-
sized parts.”

Culture
“Like most shops, ours has a ‘culture’. The dynamic of 

how things work is often unspoken and can’t be explained. A 
lot goes on to process metal successfully, so being committed 

Rolling also forms part of Fast Flame Profiling’s services Fast decoiling, slitting, cut-to-length and blanking is a strength of 
Fast Flame Profiling

METALWORKING NEWS  V18.5  November 2019   45





46   METALWORKING NEWS   V18.5   November 2019

to that culture or process is what makes 
shops like ours succeed. Having or 
finding the right people to make 
this happen is one of the biggest 
keys to our success.”

“There is more involved 
than just being an employee 
or co-worker who shows 
up and works until it 
is time to go home. 
If you don’t show 
some pride in 
your company or 
work, chances are 
you won’t be around 
forever.”

“Fiber laser cutting machines have 
emerged as the technology 
of choice for sheet metal 
cutting in the metal 
fabricating industry. They are able to deliver unrivalled 
productivity, precision, and cost-effective operation when 
compared with the cutting technologies that came before 
them.”

“Having said that, fiber laser cutting technology has room 
for improvement. 
Many systems 
currently being 
used in fabricating 
shops are equipped 
with fiber lasers 
that generate beam 
widths of a particular 
size, limiting their 
flexibility. For 
instance, when the 
early fiber lasers 
were sold, they were 
used mainly to cut 
thin sheet metal. The 
laser beam’s small spot 
size provided much more focused power than a CO2 laser-
generated beam and sliced through thin gauge quickly, but 
struggled with thicker metal. That changed with the advent of 

manual and automated systems 
that could vary the laser’s 

spot size, but those 
systems have complex 
cutting heads 
that have raised 
questions about 
reliability in the eyes 

of some.”
Much of that has 

to do with the company’s 
diverse capabilities, as well 

as its ability to take on unique, 
difficult, and critical projects 

that demand strict adherence to 
codes. Fast Flame Profiling was first 

established in 1991, and since then has 
grown into one of the 
largest steel profiling 
and cutting services 

job shops in South Africa, and currently employs 164 highly-
skilled people.

The company first operated from a facility in Robertsham, 
Johannesburg before moving to Roodekop, south of 
Johannesburg, in 2006. Fast Flame Profiling now occupies  

20 000m² under 
roof and is still 
planning further 
expansions. The 
company has also 
partnered Fast 
Flame Africa to form 
a privately-owned 
black empowerment 
steel service centre 
with a 51% BEE 
shareholding. Fast 
Flame Profiling 
assists its partner 

with access to 
its facilities and 

equipment.
For further details contact Fast Flame Profiling on  

TEL: 011 866 1740 or visit www.fastflame.co.za

A component that has been profile cut

Laser cutting and rolling

A laser cutting example

Large pipes that have been rolled
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Since it was established in 1995 Press Dynamik has 
grown to become a key player in the CNC sheet metal 
industry in South Africa. Initially the company was 

focused on the production of metal pressing components 
for the home appliance industry by way of owner Aylwin 
Stephenson’s association with the industry at the time. The 

company has since diversified in that metal pressing is no 
longer part of the processes that it performs in its 6 700m² 
facility in Kyalami Business Park, Midrand, Gauteng.

“Before starting my own company, I was employed in the 
home appliance manufacturing industry. During the second 
half of the 20th century the well-known company had rapidly 

Turnkey production the key  
to success at Press Dynamik

A bank of different size Amada press brakes that Press Dynamik has 
on its production floor

Press Dynamik has two CNC Amada punch presses



One of two Amada fiber lasers



expanded into many fields, including motor retail, steel and 
building materials, handling equipment, consumer electronics, 
televisions, home appliances and steel manufacturing.”

“In the 1990s the company decided to unbundle and 
close non-core businesses. At the time I was in charge of the 
manufacturing operation producing home appliances such as 
stoves, fridges, washing machines and air-conditioning units. 
This division was one of the casualties and before they could 
dispose of the presses and tooling onto the scrap heap, I 
made an offer and they accepted.”  

“When I started my own business it was my intention 
to become a supplier to the automotive industry. I had the 
equipment and know-how but the automotive industry did not 
want me, purely because I had no experience or track record 
in the industry, to offer.”  

“It was back to the home appliance industry and 
Kelvinator South Africa became a big client of mine. In fact, 
I was 80% reliant on them but tough competition had frozen 
Kelvinator South Africa out of business and they closed their 
doors in 1999.”

“That heavy reliance on one customer taught me a 
valuable lesson. Today any one client does not constitute 
more than 15% of my business. The 
risk is now spread.”

“The demise of Kelvinator was a 
contributing factor in me changing 
our metal processing strategy. I sold 
off the metal presses and purchased 
an Amada press brake and an Amada 
CNC turret punch press and began 
exploring the idea of manufacturing my 
own products.”

“We did not want to become a 
flat sheet metal in, processed flat 
sheet metal component out, type of 
company. Nor did we want to be a job 
shop or service centre.”

“We wanted to become a custom 
manufacturer that takes care of 
the whole value stream, including 
cutting, forming and welding metal, 
powder coating and any other process 
that would be required before full 
assembly, but not the ‘dirty or 
messy’ finishing processes such as 
galvanising, plating and pickling. We 
did not want to be in a position where 
we had to chase for work but rather 

build a revenue stream from a diverse range of clients while 
at the same time not be put in a pigeon hole.”

“Our final business model was to be a product line 
manufacturer while at the same time offer job shop services, 
but job shop services with a difference. Job shops are usually 
likened to a high-mix, low-volume environment that offer 
cutting, forming and welding of metal and maybe some other 
fabrication and sub-assembly services. You could say they 
offer just a collection of metal fabrication technology and 
processes, and nothing more, but many other sheet metal 
fabrication companies offer the same services - they are 
easily copied and it ends up in a price war when times get 
tough. These types of operations don’t sell products - they sell 
available capacity. I believe that currently in South Africa there 
is too much capacity in this space.”

 “Then you get the job shop companies that offer services 
from design concept to finished product. They concentrate on 
servicing their clients’ needs and nothing more. This type of 
job shop has various customers that order different quantities 
of different products that all have different lead times, bills of 
materials and due dates.”
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Products in the sheet metal department A general view of the sheet metal department

The second Amada fiber laser
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TIG welding



“Then you get our type of company that manufactures our 
own product lines, that don’t conflict with our clients, and 
also offer the job shop services of design concept to finished 
product. Product lines in this business can be anything 
from direct-to-consumer products to highly configurable or 
customisable product lines designed to serve a range of other 
businesses. It’s a good business if the operation can weather 
the ups and downs. That’s why product line manufacturers, 
such as ourselves, dip their toes into the job shop business, 
an arena that’s not tied to the demand variability of a single 

industry or product.”

First products
“We started off in a factory in the Kew industrial area 

of Johannesburg manufacturing workshop equipment and 
various cabinets for the electrical industry. These included 
DB board enclosures, electrical boxes and other types of 
steel enclosures. It was pretty simple work but there was a 
high demand for these types of products. At that stage we 
were really sheet metal processors adding some value to the 

final product and had to rely on outside suppliers 
for finishing processes such as galvanising, plating, 
powder coating and painting. We still outsource the 
galvanising and plating but we now have our own 
powder coating and painting plants.” 

“The product range grew to include trolleys, 
cabinets with drawers and wheels for both the 
workshop and electrical industries, tool boxes, tool 
trunks and holders for spanners and screwdrivers, 
more sophisticated enclosures, work benches, 
tables, server and UPS cabinets, safes, security 
boxes, shelving, racking, cupboards, tables and 
various containers, as the company grew.”

“We now manufacture an extensive range of 
garage and workshop storage cabinets, both wall-
mounted and free standing, electrical enclosures 
and office storage systems, all designed to keep any 
garage or office neat and tidy and functional.”

“The magnitude of it can be expressed in the 
numbers – 19 000 different products and over a 

Press Dynamik also has two injection moulding machines

Assembly of product at Press Dynamik
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Powder coating

Components that have been laser cut, punched and welded Press Dynamik now manufactures an extensive range of garage and 
workshop storage cabinets, both wall-mounted and free standing, 

electrical enclosures and office storage systems, all designed to keep 
any garage or office neat and tidy and functional

million drawings.”
“Our Kew facility served the company well in its infancy 

period. When we started off, we were being charged R3 
per m² rent – a price unheard of today. But a company 
must progress and we wanted to add other services to our 
manufacturing processes besides just cut and bend so we 
built our own factory in Linbro Industrial Park in 2004.”

“At first we had one 4 200m² factory and then built 
another similar size one next door. Complementary services 
and processes were housed in each building. However, when 
you need forklifts to move material around, in our case from 
one building to the other, during the manufacturing process, 
you are adding on costs and opening yourself up to other 

unforeseen circumstances.”
“It was almost as if we became two companies – one in 

the one building and the other building. I am generalising but 
it was a contributing factor to us moving to Kyalami Business 
Park in 2014.”

Reduced space and JIT manufacturing
“In our 8 500m² factory in Linbro we had plenty of 

wasted space. Examples of this were that we had our off-cuts 
occupying a space of 1 500m² and we have now reduced this 
down to 20m² and our metal storage area has been reduced 
from 2 000m² to 150m².”    

“However, the biggest motivating factor in this transition 

Founder and owner Aylwin Stephenson



Certain operations have been automated at Press Dynamik with the 
deployment of two Yaskawa Motoman MIG welding robots

Enclosures being assembled
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period of the company was that we changed to a just-in-time 
(JIT) manufacturing strategy. As Taiichi Ohno, the creator of 
the Toyota Production System said: ‘The more inventory a 
company has, the less likely the company will have what it 
needs.’ Any Toyota assembly plant operates in a make-to-stock 
production mode. Toyota can’t avoid it, even if it has flexible, 
level-loaded assembly lines, each of which handles a variety 
of automobiles that share many of the same components.”

“They say that the eight forms of waste in lean 
manufacturing are transportation, waiting, overproduction, 

over processing, operator motion, scrap and rework, inventory 
and under utilising talent. You can add factory floor space to 
that.”

“If you work at a typical custom manufacturer, you know 
you don’t work in a make-to-stock business. Would your 
company intentionally produce a larger quantity of product 
than the quantity the customer orders? Would you prefer to fill 
a customer’s order from finished goods inventory stored for 
months in the warehouse?”

“Besides, overproduction eats up valuable capacity on 
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Press Dynamik also has a Takisawa CNC lathe in the toolroomAn Agma CNC machining center that was supplied by Talmac 
Machine Tools in the toolroom

a company’s bottleneck resources. For a fabricator, this is 
essentially wasting capacity (machine hours, labour hours, 
and overtime), inventory (materials, consumables and tools), 
and overheads (warehouse staff, electricity, inventory carrying 
costs, and obsolescence costs).”

“Furthermore, the South African manufacturing scene 
has moved towards small batch sizes. In the past when we 
manufactured gas heaters we made 1 000s at a time. This 
is no longer the case as to have material or product taking 
up floor space is costing you money for that space as well as 
what it cost to manufacture the product.”

“Today you will 
see material being 
delivered to us daily 
and then we process 
according to orders. 
No need to explain 
that further.”

Solar power 
“I have always 

been interested 
in renewable or 
alternate energy 
solutions. Hence, 
our move to install 
solar power panels 
for our electricity 
requirements. 
Currently about one-third of our 
power requirements are supplied by 
solar power panels and we aim to 
have this up to 90% by the end of 
the year. Again this represents a big 
cost saving.”

Equipment  
“Besides two Amada CNC punch 

presses we also have five Amada 
press brakes and two Amada fiber 
lasers. In the welding department we 
offer CO2, TIG, Spot, ARC, aluminium 
and stainless steel welding. Certain 
of these operations have been 
automated with the deployment of 
two Yaskawa Motoman MIG welding 
robots.”

“On the machining side we have a fully equipped tool room 

that includes a CNC milling machine and a CNC lathe, radial 
drilling machine and surface grinders. We also have three 
presses that need to process certain components for us.”

“We also have a Sonderhoff’s two-component 
polyurethane sealing machine for the manufacture of flexible 
foam seals, which are foamed directly onto the part by 
using FIPFG (formed-in-place foam gasket) technology. The 
systems consist of a resin (A-component) and a hardener 

(B-component), which are mixed 
together at a prescribed ratio. This 
produces a flexible sealing foam 

within a few minutes. We invested 
in this technology because seals are 
required for the enclosures and some 

cabinets that we manufacture.”
“We also have our 

own painting and powder 
coating operation as well 

as two plastic injection 
moulding machines.”

“The design 
office uses 
SolidEdge and 
AutoCAD, for 
machining we 
use EdgeCam 
and Dr Abe is 
our nesting 
programme for 

the Amada machines.”
“Wherever possible we have 

tried to become self-sufficient.”
“But our company wouldn’t have 

grown so dramatically if we had 
focused only on the ‘hard’ aspects 
of operating, the processes and the 
technology. We also focus on the 
people, and not in a superficial way. 
A company is, at its heart, a group 
of people working together.”

“A team does need the right 
tools and technology to succeed. But 
if that team is dysfunctional, due to 
mismatched personalities, working 
styles, or anything else, success 
becomes impossible.”

For further details contact Press Dynamik on  
TEL: 011 065 6500 or visit www.pressdynamik.co.za

A combi tool trolley manufactured by  
Press Dynamik

A tool trunk with draws manufactured by  
Press Dynamik

Press Dynamik started off in a factory in the Kew 
industrial area of Johannesburg manufacturing 

workshop equipment and various cabinets for the 
electrical industry. These products are still 

manufactured by them
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“We have been in business for a full 21 years now 
so you could say we have come of age. During 
this period, we believe that we have developed 

a reputation in the high-pressure die-casting industry for 
consistently delivering high quality products on time and, to 
budget. This is endorsed by the loyalty of some of our 30-odd 
clients that we have which, relatively speaking, is a small 
number. Two of these clients showed faith in the business in 
the beginning and they are still our major clients these days. 
That says something,” says the entrepreneurial owner Sally 
Marengo, who runs the company with her husband Guiseppe, 
the engineer and trouble shooter on the manufacturing side. 

Sally started her first business in 1992 importing bathroom 
accessories. However, a flood of similar imported products 
and logistical problems convinced Sally that local manufacture 
of niche product was a better alternative and this is how the 
foundry evolved. 

With Guiseppe in tow, Sally made frequent trips to the 
local appliance stores to see where they could replace white 

KPL Die Casting  
comes of age

The month of August marked a significant milestone in the history of KPL Die Casting, an alumin-
ium and zinc high-pressure die-casting foundry located in Germiston South, Gauteng.

The new Idra 700-ton high-pressure aluminium die-casting machine


Gerhard Kotzee from the ASCCI – a dti sponsored initiative – the 

mentor assigned to KPL Die Casting and Sally Marengo
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goods components with 
a better and cheaper 
alternative. The first order 
came from a well-known 
manufacturer of fridges. 
Sally boldly told them that 
the fridge door hinges 
were over engineered and 
that KPL could save them 
large amounts of money. 
Once she had proved this 
to them, an order for 15 
000 components was 
placed and Sally has not 
looked back.

Initially three high-
pressure die-casting 
machines were purchased 
to cast only zinc 
components and this 
material was the main 
focus of the company 
for some time. However, 
subsequently a 350-
ton high-pressure die-
casting machine with 
an automatic ladle 
was purchased, when 
aluminium die-casting 
was introduced into 
the foundry. Despite 
the introduction 
of aluminium, zinc 
components still made 
up the majority of the 
majority of castings 
that the company was 
producing monthly. 
This ratio has gradually 
changed over the 
years and today KPL 
Die Casting casts 
more aluminium than zinc 
castings.  

The aluminium side 
of the foundry is primarily casting components for the 

automotive industry, sanitary 
ware, lighting and mining 
industries and the zinc side 
is casting components for the 
sanitary ware and automotive 
industries.

Toolroom and machining
KPL Die Casting has 

evolved from just being 
a high-pressure die-
casting business into a 
facility that offers tool and 
die manufacturing and 
maintenance as well as 
offering machining services.

“The talk in the machine 
tool industry is all about 
multitasking machines 
- milling and turning for 

example. Well we decided 
from early on that we had 
to be a company that could 
multitask and having its 
own toolroom that could 
also offer machining 
services was a natural 
progression.”

“Toolrooms play a 
crucial role in supporting 
the daily production of 
many high-pressure die 
casters or any production 
manufacturer that uses 
a tool or die to shape or 
form the same component 
repetitively.”

“Because they serve 
primarily in the background, 
toolrooms can become 
almost invisible features 
in many companies. For 

this reason, the toolroom’s 
inherent capabilities are 
usually taken for granted.”

“But at the same time they can become expensive 

KPL Die Casting manufactures four different housings for street lighting for 
a client

The new Idra 200-ton zinc high-pressure die-casting machine

KPL Die Casting has evolved from just being a high-pressure die-
casting business into a facility that offers tool and die manufacturing 

and maintenance as well as offering machining services

Aluminium castings make up the majority of the casting tonnage at 
KPL Die Casting
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overheads if the machines are not put to their full use or 
capabilities. Hence, we have made ours into a machining 
facility as well. It is generally repetitive machining but it is also 
another service that we can offer to our customers.”

“Currently we have three CNC lathes, two CNC vertical 
machining centers, a surface grinder and a spark eroder in 
this department.”

New equipment
The last 18 months has been a big growth period for KPL 

Die Casting in more ways than one. First came a new Bruker 

spectrometer followed by the installation of two new ‘smart’ 
die-casting machines from Italian manufacturer Idra Presse.

“The first machine is a 700-ton high-pressure aluminium 
die-casting machine and the second one is a 200-ton zinc 
high-pressure die-casting machine. Both machines are the 
biggest and operationally represent the most technically 
advanced machines that we have invested in, which in itself 
brings new headaches but pleasant ones.”

“For a while now there has been a trend to convert sand 
castings into die-castings because of the need by castings 
buyers, especially in the automotive industry, for well-formed 
parts formed with metallurgical certainty, mechanical 
soundness, and excellent surface qualities. Also driving 
automotive designers toward die-castings has been the 
ongoing effort to make vehicles lighter and more fuel-efficient. 
The ability to die-cast complex parts in aluminium and non-
ferrous alloys, now in larger dimensions, is an ideal match for 
this automotive prerogative.”

“Coupled with these trends was our capacity inhibitions 
and quality control. Larger high-pressure die-casting machines 
also means that we can produce larger die-castings.”

“Simultaneously we also invested in new auxiliary 
equipment such as a vacuum density tester, a new nitrogen 
degassing system, a new 800kg melting and tilting gas fired 
furnace, a new 500kg gas fired holding furnace and a 300kg 
transport ladle. Additionally, we have purchased a forklift 
attachment first to transport the ladle from the melting 
furnace to the degassing machine and then on to fill the 
holding furnaces of the individual die-casting machines. All of 

KPL Die Casting have also purchased a vacuum density tester and a 
new nitrogen degassing system

KPL Die Casting have installed a new 800kg melting and tilting gas 
fired furnace, a new 500kg gas fired holding furnace and a  

300kg transport ladle. All of this equipment has been supplied by 
Silca Southern Africa

Decorative castings for the sanitary ware industry
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this equipment has been supplied by Silca Southern Africa.”

Safety and environmentally conscious
“To fulfil our safety and environmentally conscious 

concerns all of our existing equipment and the new machines 
have been filled with Ecosafe Plus hydraulic fluid. Ecosafe 
Plus is a water-based, non-flammable, biologically degradable 
and environmentally compatible hydraulic fluid with an 
innovative, glycol-free formulation based on a mixture of 
polymers, poly-alcohols, esters, corrosion-inhibitors and anti-
oxidation agents.”

“In use Ecosafe Plus demonstrates very stable physical 
and chemical properties (%-H20, viscosity, pH etc.) by reason 
of its high lubricity and the great stability of the raw materials 
from which they are manufactured.”

Ntinga Project finalist
“During this period we have also been fortunate enough 

to be named as one of the finalists of the Ntinga Project, an 
initiative by Volkswagen South Africa (VWSA) to identify and 
develop black-owned component suppliers in South Africa. 
The initiative includes an intensive 18-month mentoring 
programme run by VWSA, the VWSA Learning Academy, 
the VWSA B-BBEE Trust and the Automotive Supply Chain 
Competitiveness Initiative (ASCCI).”

“Gerhard Kotzee from the ASCCI – a dti sponsored 
initiative – is the mentor assigned to KPL Die Casting and 
his brief is to develop our company from being a third-
tier component supplier to fulfilling the requirements of a 
first-tier component supplier for the automotive industry. 
The mentorship covers everything from administration, 
finance, production to delivery. This includes assisting with 
the implementation of the industry standards and quality 
process audits such as VDA 6.3, IATF and OSH on top of our 
ISO9001:2015 accreditation that we already have.”

“In brief KPL Die Casting is undergoing a complete 
overhaul of the whole company’s systems and processes. It is 
a deep and rigorous process but it will take the company from 
being structured to one that is highly-structured and meets 
the norms and standards that are required by the automotive 
industry market that we have been developing and growing in. 
Even I have to change my ways in how I run the company.”

“Despite this the benefits to the company and our non-
automotive clients are enormous and, when our mentorship 
period is completed, we should be in a position to supply any 
automotive OEM in the future.”   

“The support that we have received from the Trust goes 
beyond anything we received from any commercial bank. 
We have been able to increase our production capability as 
well as achieve leading edge technical capacity which has 
unlocked new markets.”

Undaunted that she is one of a handful of women heading 
up her own foundry in South Africa, Sally Marengo certainly 
knows her business and the high-pressure die-casting 
industry. She has been successful in building a business that 
currently employs 86 staff and now with her participation in 
the mentorship programme the business can only become 
even more successful.

“The saying goes that behind every man there is a good 
woman but in the case of KPL Die Casting the opposite could 
be said. Without Guiseppe at my side the company would 
not be where it is today. He is the engineer and over the 
years he has implemented many changes that have made 
our processes more productive and reduced our scrap levels. 
From the beginning it has been a priority of mine to involve 
myself on the manufacturing side so that I can feel confident 
when talking ‘engineering’. It is no good trying to implement 

solutions when you do not know what you are talking about.”
“I am also very fortunate in that I have a great engineering 

team and my right-hand lady, Debbie Derman, the financial 
wizard who has been with the company for 18 years. This 
somewhat lightens my burden of running KPL Die Casting.”

For further details contact KPL Die Casting on  
TEL: (011) 873 0264 or visit www.kpl.co.za

Additionally, KPL Die Casting have purchased a forklift attachment 
first to transport the ladle from the melting furnace to the degassing 

machine and then on to fill the holding furnaces of the individual 
die-casting machines

Some of the dies that KPL Die Casting uses

The last 18 months have been a big growth period for KPL Die 
Casting in more ways than one. First came the installation of a  

new Bruker Q4 Tasman spectrometer
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At formnext, Fraunhofer ILT will be showing a new processing head that enables wire LMD in hybrid processes as part of the  
BMBF’s ProLMD project

BETTER   PRODUCTION

Within a BMBF-funded project, the Fraunhofer 
Institute for Laser Technology ILT is tackling the 
issue of 3D printing large components economically 

by using a new process called Hybrid AM that combines 
conventional manufacturing with additive processes. An 
important step forward in this process development is a 
new wire LMD head and its modular components which the 
Aachen-based experts will be presenting for the first time 
at formnext from November 19 to 22, 2019 in Frankfurt am 
Main, Germany.

Production experts are increasingly facing a dilemma: 
Conventional manufacturing processes such as turning, 
milling, eroding or forming are gradually reaching their  
limits whenever large and complex, individual metal 
components need to be manufactured. While additive 
manufacturing processes offer significant advantages 
in terms of saving raw materials, they still only have 
low deposition rates. Here, it makes sense to combine 
conventional and additive manufacturing processes.

Integrating hybrid production technology into existing 
systems

As part of the collaborative ProLMD project, funded by 
the German Federal Ministry of Education and Research 
(BMBF), Fraunhofer ILT is working with industrial partners to 
develop new processes for integrating hybrid laser material 
deposition (LMD) processes into the production chain. Their 
aim is to develop processes and systems that can be used, 
for example, to apply reinforcements or other geometric 
features onto cast or forged blank parts via LMD.

Developed at Fraunhofer ILT and now implemented in 
the ProLMD project, the new processing optics – with a ring-
shaped beam – play an important role in coaxial LMD with 
wire. 

“The main advantage of the optics is the directional 
independence. Combined with the low-cost filler material 
wire and a nearly 100 percent utilisation, the overall costs 
can be reduced drastically. In addition, the process is dust-
free. Compared to powder-based processes, it, therefore, 

Wire laser material deposition –  
a smart way to save costs





not only offers cost savings but also 
improves occupational safety as 
well as environmental and employee 
protection,” explains Max Fabian 
Steiner, a researcher at Fraunhofer 
ILT.

Working in high quality 
regardless of direction

The main features of the new 
processing optics are its directional 
independence and uniform 
intensity distribution of the laser 
beam intensity over the ring. Since 
reflective optics are used, such as 
copper in this case, high powers 
in a wide wavelength range are 
possible. Wire LMD can be used 
to manufacture components in a 
very high quality without pores and 
with extremely low post-processing 
requirements. In addition, the 
new head enables welding on 
3D surfaces. As with most LMD 
processes, the new optics are equally 
suitable for repairing components.

By combining the non-directional 
process with a 6-axis robot, the 
project partners have made the 
machining process very flexible. 
Since the application process can 
be controlled accurately, the process is stable even on large 

components and at high deposition 
rates, while maintaining consistent 
quality.

Inert gas cell enables titanium 
3D printing

The new optics will be integrated 
into a process chain that improves 
the quality of the other components 
thanks to intermittent scanning. For 
this purpose, the geometry of the 
component is continuously recorded 
in order to adapt or correct the path 
planning with the aid of this data. 
An inert gas cell also allows users 
to repair titanium components in 
an argon atmosphere or to produce 
fully additive titanium components 
using 3D printing.

The experts from Fraunhofer ILT 
will be presenting the modular laser 
wire deposition head, the entire 
LMD process chain and the hybrid 
process at formnext from November 
19 to 22 in Frankfurt.

The research and development 
project ProLMD is being funded by 
the Federal Ministry of Education 
and Research (BMBF) as part of 

the ProMat3D funding measure. It 
is being supervised by the Project 

Management Agency Karlsruhe (PTKA).

 Close-up view of the wire LMD with coaxial ring beam
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EMO Hannover 2019, the world’s leading metalworking 
trade show, which was themed ‘Smart technologies 
driving tomorrow’s production’ finished recently on a high 

note, but the the current state of the economy in Europe and 
the shifting trends in the automotive industry are making the 
machine tool OEMs jittery.

In essence, you could say that the theme for EMO 
Hannover 2019 was an extension of the 2017 theme, which 
was ‘Connecting Systems for Intelligent Production’. However, 
if you analyse the words of the two themes and take into 
account what you saw in 2017 and compare it to what you 
saw at this year’s exhibition, you clearly realise that the 
exhibitors have stuck to what they promised in 2017: To 
implement their developments into their latest products that 
they exhibited.

Two years ago exhibitors showed how they had embraced 
Industry 4.0 and the Internet of Things (IoT) and were 
planning to implement these concepts into their products 
or future plans. Many demonstrated connectivity solutions, 

data analysis applications and other innovative services, 
each trying to outdo the other with their novel idea giving a 
reflection of how they have interpreted the theme and the 
concept. However, throughout the exhibition the emphasis 
was on systems capable of interconnecting multiple partners, 
cloud-based machine monitoring solutions, simulation 
software, augmented reality for machine maintenance, block 
chain technology for secure data transfer, new business 
models and much more.

An uncertain global market: CECIMO says there are 
geopolitical challenges for the European machine tool 
industry but is this the reality?

EMO 2019 eventually attracted around 117 000 visitors 
from 150 countries and over 2 100 exhibitors from 47 
countries that exhibited in an area exceeding 178 000m². 
Visitor numbers were down 13 000 from the previous 
edition of the exhibition in Hannover, Germany but it is 
understandable if you investigate the current state of the 
economy in Europe and the shifting trends.

EMO Hannover 2019, the world’s leading metalworking trade show, which was themed  
‘Smart technologies driving tomorrow’s production’

EMO Hannover 2019 finishes  
on a positive note but are there nasty’s 

lurking in the background?

INTERNATIONAL   NEWS







At one of the first press conferences that the international 
press was invited to Dr. Roland Feichtl, President of CECIMO 
(CECIMO is the European Association of the Machine Tool 
Industries and related Manufacturing Technologies), stated in 
his opening words that: “The machine tool market appears to 
be slowing down, due in part to the increasing difficulties in 
the international political scene.”

“Total orders for the second quarter of 2019 have gone 
down 19% as compared to the first three months of 2019 and 
around 24% if compared to the figures of the second quarter 
of 2018. Moreover, industrial production in Europe seems to 
be facing a downward trend, while European manufacturers 
trust in the market is also decreasing. Economic factors are 
indeed behind this apparent change of cycle, but geopolitical 
issues also hold sway over this. One of these is well known, 
as it has been at the centre of the European political debate 
since June 2016: Brexit.”

Automotive related
Preferring to stick to geopolitical issues as the main cause 

rather than giving the root cause, Feichtl should have been 
forthright and said that the problems that machine builders 
are struggling with are primarily automotive related.

As technology continues to shape and reshape our 
everyday lives, new trends cause shifting customer 
expectations. New demands are placed on all manufacturers 
and governments and it is the automotive sector that is right 
up there as amongst the hardest hit.

Electrical vehicle shift
In the darkest days of the 2009 recession, Germany’s 

industrial output was collapsing at an annual rate of more 
than 20 per cent. An unfathomable implosion but one that 
thankfully ended almost as quickly as it started. Some 10 
years on, a crisis is brewing once again in the country’s 
industrial heartlands. The pain could prove more enduring this 
time.

So far the problems aren’t nearly as acute as in 2009. 
Industrial production fell by a comparatively modest 4.2 
per cent in July. The worry, though, is that demand is being 
sapped by a mix of both cyclical and longer-lasting structural 
factors such as the demise of diesel and the shift to electrical 
vehicles. 

Germany’s industrial sector contributes more than one-
fifth of GDP and is usually a huge asset. Right now this export 
engine is pulling the economy down. Signs of distress are 
everywhere. German manufacturing activity is at a decade 
low, according to IHS Markit’s purchasing manager’s index. 
The Ifo Institute estimates that more than five per cent of 
manufacturing companies have cut working hours and about 
12 per cent expect to do so during the next three months. 
German machinery orders declined nine per cent in the first 
six months of the year, according to the VDMA association, 
which represents the country’s engineers. In chemicals and 
pharmaceuticals, domestic production fell 6.5 per cent in the 
first half of the year, while domestic car output has fallen 12 
per cent this year. Auto exports have dropped 14 per cent.

ThyssenKrupp AG, a former industrial jewel that makes 
everything from steel to submarines to car parts, is in crisis. 
It’s burning cash, weighed down by debt and has parted 
company with two chief executives in the space of 14 months. 
The chemicals giant BASF is cutting 6 000 jobs and has 
warned on profits.

Eisenmann, Weber Automotive and Avir Guss insolvencies
Meanwhile, the German carmakers BMW AG and Daimler 

AG have issued profit warnings as tighter emission rules 

oblige them to keep spending heavily. Their suppliers are the 
ones really hurting though. At least three - Eisenmann, Weber 
Automotive and a subsidiary of Avir Guss - have filed for 
insolvency and investors are betting the pain will spread more 
widely.

The list of manufacturing heartache goes on. Debt-laden 

Automation and robotics: Are you ready for CNC automation? Your 
total solution for automatic loading and unloading of CNC 

machines is here

Collaborative robots were commonplace throughout the exhibition

Not only machine tool suppliers but also suppliers of tooling and 
gauging systems demonstrated the possibilities of automating tasks 

that would have been too low in value or too infrequently 
performed to justify a robot in the past
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wiring and cable company Leoni AG is among Germany’s most 
stressed stocks. The shares have lost two-thirds of their value 
over the past year and this is hardly unique.

The company that best illustrates this slow-burn crisis is 
Continental AG. The tyre and car parts titan has announced a 
massive restructuring, which it said would affect 20 000 jobs 
over the next decade, or some eight per cent of the workforce. 
Explaining its decision, the manufacturer warned of an 
emerging crisis in the automotive industry. Demand is weak 
and technological requirements are shifting fast. In future it 
will need more software engineers but fewer people building 
components for petrol and diesel engines.

Conti’s great rival Robert Bosch GMBH has a big diesel 
technology business and is preparing for upheaval too. Its 
chief executive officer Volkmar Denner told Sueddeutsche 
Zeitung last month that he expects autos production to 
stagnate. “That’s different from the past when it almost 
always went up. The tailwind is gone,” he said.

Chris Bryant says in an opinion piece: “However, unlike 
in 2009 when a domestic car scrappage scheme boosted 
demand, Germany can’t easily buy itself out of trouble this 
time. Tens of thousands of 
well-paid industrial jobs face 
obsolescence because of the 
demise of the combustion 
engine. Electric vehicle 
drivetrains have far fewer 
parts and the process is less 
labour intensive. Germany’s 
economic power was built 
on the back of its excellent 
petrol and diesel cars. Their 
inevitable demise puts the 
country’s position as the 
‘engine of Europe’ under 
threat.”

The machine builders 
are strong in the automotive 
industry. That actually applies 
to a large part of the industry. 
If you read the annual report 
of the VDW every year, you 
will see that German machine 
construction is dependent on 
the automotive industry for a 
very large part, together with 

machine construction. 
They say that the poor market for machine builders has 

not just fallen from the sky in recent months. The sector has 
had a number of record years, notably in Germany, but a 
graph that Marcus Burton, chairman of the CECIMO economic 
committee, displayed, shows sentiment among buyers has 
actually been falling since mid-2017 in Europe. The peak in 
orders for new machines was in the middle of last year.

Light in the dark tunnel
DMG Mori’s chief executive Masahiko Mori thinks there is 

no reason to use the word recession. He is optimistic about 
the coming decade. “Around 200 000 CNC machines are in 
daily production worldwide. 20% of these are more than 20 
years old and need changing. Change them into a new 5-axis 
machine with automation. The old machines are also not good 
for the environment and the carbon footprint. Every 10 years 
we see a technology change in this industry. Automation and 
additive manufacturing are the trend for the coming decade.”

Fellow DMG MORI board director Christian Thönes says: 
“Machines remain our core 
business, but the improvement 
potential of the machine is no 
longer sufficient. The potential 
of the entire process chain 
becomes decisive. That is why 
the ecosystem is so important 
for production.”

Philip Oris of SLM Solutions 
- AM versus machining - says 
“Additive Manufacturing 
is different from making 
certified parts in a production 
process. I don’t think AM 
will replace anything, it’s an 
additional technology. Additive 
Manufacturing will not take 
over the production series 
of 50 000 to 100 000 units. 
Identifying the correct parts is 
difficult. But imagine that for 
a prototype of a forging part 
you have to wait four months, 
which is the reality. Then you 
have to look at AM.”

If you were a machine building company exhibiting at EMO 
Hannover 2019 and did not have some form of automation or 

robotics on your stand it was very noticeable

DMG Mori’s chief executive Masahiko Mori thinks there is no reason 
to use the word recession. He is optimistic about the coming decade. 
“Around 200 000 CNC machines are in daily production worldwide. 

20% of these are more than 20 years old and need changing. Change 
them into a new 5-axis machine with automation. The old machines 

are also not good for the environment and the carbon footprint. 
Every 10 years we see a technology change in this industry. 

Automation and additive manufacturing are the trend for the  
coming decade.”

Colin Morrison of Pilot Tools, William Jubran and Harry 
Ehrenberg, both of Vargus, with James Morrison and Theuns 

Human, both from Pilot Tools
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Takashi Yamazaki of Mazak says: “We see the laser as 
a very important tool. We will see more laser treatments in 
the coming years. We will develop more and more hybrid 
machines. We also continue to invest in new technology, such 
as artificial intelligence, which we are now bringing to the CNC 
machine.”

Jimmy Chu (of the Fair Friend Group) says: “Every machine 
builder who is in the automotive industry is looking for 
markets that can replace this. But in Germany, 48% of the 
industry is automotive related. So that is not possible here. In 
addition, everyone is looking for replacements, so competition 
in those other sectors is increasing. Removing uncertainty is 
the most important thing that must happen now. In addition, 
it is not to be expected that car manufacturers will again 
invest heavily in machines in the short term. This is not only 
related to the transition to other drive concepts but it also has 
to do with the fact that business models in this chain have 
changed. The production of combustion engines is shifting to 
the supply chain, which has other investment strategies.”

European AM market flat - Trumpf
“The European AM market is flat, with the exception of the 

aviation industry. In China, on the other hand, the AM market 
is very strong, not only is there a lot of demand from the 
aerospace industry but also from the other markets. After the 
hype we now see a reflection,” said Thomas Fehn, director of 
Trumpf Additive Manufacturing at the company’s EMO 2019 
press conference. 

“That gives manufacturers such as Trumpf ‘challenges’. 
We need applications, more volume.”

Nevertheless, companies like Trumpf show that additive 
manufacturing with metal can be used meaningfully. At 
EMO 2019 Trumpf demonstrated among other things the 
advantages of 3D metal printing when it comes to heat-
resistant materials, such as Inconel. If you have the impeller 
for a gas compressor for drones and 3D print with Inconel, 
instead of 80% material loss with CNC milling you only have 
20% material loss. 

AM is supplementary, not instead of - CECIMO
CECIMO organised the AM Conference on the second 

day. Patrick Mehmert of Hexagon clearly stated that additive 
manufacturing is not a matter of buying a machine. AM is a 
process, with preparation steps and post processing. Software 
for generative design and topology optimisation plays an 
important role to reap the benefits of additive manufacturing. 

Philip Oris of SLM Solutions also sees AM as part of a 
process. “Additive manufacturing is not going to replace 

Mike Cronin of Elquip

Trevor Cooke of Victor Machine Tools, Sheamus Huang of Victor 
Taichung, Alan Meredith of Victor Machine Tools, Bert Huang, Ruby 
Huang, Catherine Huang, all of Victor Taichung, Dudley Meredith of 

Victor Machine Tools and Charlie Chen of Victor Taichung

Emmel Kambouris of Elkana CNC

Thomas Wenzlow of Hyundai Wia with Vaughn Hanwith Horden of 
Spectrum Machine Tools 
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machining, but is supplementing it.” 
Stewart Lane, chairman of the AM Committee of CECIMO 

and director of Renishaw, believes that more needs to be 
done to highlight the possibilities of what AM can bring to the 
existing industries. He argues: “At European level European 
policymakers should develop a supportive and flexible set 
of rules that will support the sector in Europe if we want to 
maintain the leading role of the AM sector in Europe.”

Digitalisation, industrial electronics, Industry 4.0, 
software and AM

Hall 9 was the hall to visit if you wanted to find out the 
latest trends happening for these topics.

‘Digitalisation in Machine Tool Manufacturing - Thinking 
Ahead!’ was the motto for one of the exhibitors. “Our dialogue 
with our customers at the fair revealed that digitalisation and 
the use of data and its transformation into useful knowledge 
are the key drivers for innovation, increased productivity and 
faster time-to-market. Technologies like digital gemini, edge 
and cloud computing and artificial intelligence were the focus 
of attention,” said a company spokesperson.

Automation and robotics
Are you ready for CNC automation? Your total solution for 

automatic loading and unloading of CNC machines is here. 
Do you want to increase your output and respond flexibly to 
sudden fluctuations in batch sizes and delivery times?

If you were a machine building company exhibiting at EMO 

Hannover 2019 and did not have some form of automation 
or robotics on your stand it was very noticeable. Integrated 
automation with the use of robotics was a significant focus 
of many of the machine tool builders. Even the metrology 
equipment manufacturers are making full use of automation 
with the integration of robotics. The role of the ‘minder’ is 
becoming obsolete.

A trend that I noticed in this area was the companies 
present with automation concepts for lathes, milling 
machines, turning/milling combinations, grinding machines 
and more. Companies such as BM Automation were on the 
Okuma stand, RoboJob on the Mazak stand and Cellro had its 
own stand. 

Industrie-Partner unveiled Robo Operator, an automation 
solution which aims to help out when staff shortages loom. 
Robo Operator is designed to be a mobile and flexible 
automation solution that can be used to run virtually any 
CNC machine tool independently. Thanks to the minimal 
preparation, setup and programming involved, Robo Operator 
can be started up in next to no time, even by staff with 
no programming experience. The robot is then instantly 
able to take on the third shift or weekend work completely 
autonomously, thus also significantly improving machine tool 
productivity.

Importantly, the development of automation technology 
has moved not just into more sophisticated applications, 
but now also into lower-cost ones as well. Collaborative 
robots were commonplace throughout the exhibition, as not 

Thomas, Rudie and Tommie Adlam of Adlam Engineering with 
Richard Poalses of 600SA Machine Tools

Trevor Woest of MechTech with Thomas Zackey of Craft Industrial

 Myles Crosthwaite of W.D. Hearn Machine Tools with Amelia 
Buitendag 

Peet Buitendag of EJE with Hugh McCahon of Auto Industrial
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only machine tool suppliers but also suppliers of tooling 
and gauging systems demonstrated the possibilities of 
automating tasks that would have been too low in value or too 
infrequently performed to justify a robot in the past.

Global machine tool community paving the way for 
Industry 4.0 with umati

“70 companies from 10 countries have connected 110 
machines and 28 value-added services at EMO Hannover 
2019 via the umati standard interface. umati is opening up 
a new chapter in production. The interface enables machine 
tool manufacturers to fulfil another Industry 4.0 promise: 
The simple, fast and secure exchange of data. Creating a 
connection and providing a uniform language for machines, 
systems and software are essential prerequisites for reaping 
the benefits of digitalisation in production. The fact that 
individual companies no longer have to concern themselves 
with the correct functioning of the network interconnection 
represents a tremendous step forward,” said Dr. Heinz-Jürgen 
Prokop, Chairman of the VDW.

In conclusion…
“This EMO Hannover 2019 built on the success of our 

boom year in 2017. In the context of subdued economic 
expectations over the past several months, the moderate 
decline in attendance has to be viewed as a success. We are 
particularly delighted at the further increase in the percentage 
of foreign attendees. The mood in the halls was positive, with 
many exhibitors pleasantly surprised at the high volume of 
visitor traffic at their stands.”

 “EMO Hannover has once again proved solid as a rock, 
providing clarity for the further development of production 
technology, even in uncertain times. Its trademarks included 
a strong international character, a high calibre of visitors and 
exhibitors, and an amazing wealth of innovations and new 
products.” As the world’s leading metalworking fair, it was 
the ‘place to be’, reported EMO General Commissioner Carl 
Martin Welcker. 

For your diary: Please note the cycle for the EMO 2021 
which is scheduled for Milan, Italy. The finalised dates for the 
EMO 2021 Milano are 04 to 09 October 2021.

u Graeme Cooper – WD Hearn Machine Tools 
“EMO was once again extremely worth while, especially 

considering we only decided at the last minute to go.”
 “I found it particularly interesting to gauge where the rest 

of the world is relative to us and our current local doom and 
gloom sentiment, and to be honest it isn’t pretty out there 
on many fronts. We are not alone in feeling an economic 

pinch. All of Asia is down by double digit figures, Germany 
has slowed for the first time in a while largely due to the 
uncertainty in automotive due to the influence of electric cars, 
the China trade war, Brexit and Turkey amongst many other 
global issues.”

 “It was great to see the latest technology and I found 
it very interesting checking the control types from Fanuc, 
Siemens, Mitsubishi, Fagor and the likes thereof. We are 
rapidly moving away from standard control types, and more 
and more machine builders are creating their own custom 
HMI on the industrial PC based front end of the traditional 
control makers. Most builders are adding their own touch to 
control systems.”

 “I was also once again amazed with Renishaw and their 
growing product portfolio with some of the most sophisticated 
metrology equipment on the market, and the presence of the 
Renishaw Equator was felt throughout the show with many 
machines spread over many machine builders stands.”

 “It was fantastic having a meeting with the Vice President 
of Bodor for the first time at EMO, strengthening our recent 
steps forward with our new venture into laser cutting.”

 “Mitsubishi EDM was great as always and I was very 
impressed to see the new models and the latest D-Cubes 
control.”

u Alroy Savides – PBS Machine Tools
“Additive manufacturing (including subtractive) has 

started maturing and we see more and more companies 
offering additive machines capable of printing in more metal 
categories.”

“There are two trends that will affect us the most in this 
area.”

Mike Heapy of Lead Machine Tools UK with Graeme Cooper of 
WD Hearn Machine Tools

Peter and Chris Killian of Hi-Tech Machine Tools

Andrew Kung - Director of APEC, James Huang - Director of 
Tongtai’s Global Sales & Service division as well as CEO of PCI-

SCEMM, Joseph Chen - Vice President of Honor Seiki, all Tongtai 
Group companies with Alroy Savides - Commercial Manager of  

PBS Machine Tools 
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Danie van Wyk of JA Engineering Works and Mike Clayton  
of Mesh Gear



“Printing is not for mass production. It is however closely 
linked to mass production. Whether that is prototyping, 
making inserts for moulds and producing fixtures in a short 
turnaround time. All of these products improve productivity.”

“Some more advanced machine builders have integrated 
additive into their subtractive machines and this creates an 
entirely new market and possibilities for part manufacture and 
repair.”

“Automation: A lot of exhibitors were showcasing 
automation in one way or another. This is nothing new to 
our industry, as the market leaders have had automation for 

years. Traditionally these systems were only for companies 
with very high volumes of the same or similar products. The 
big change that has occurred is that the volumes are still high, 
however so are the number of changeovers required. And this 
negatively affects available production time. The automation 
trend at EMO Hannover 2019 was that of part change as well 
as fixture change. This can significantly benefit South African 
users as our market on the whole has always had many 
changeovers, which cost the manufacturer a lot of time.”

“Software: Intelligent monitoring and closed loop 
systems. OEE is probably the single most important factor 
for manufacturing companies. And having software that can 
monitor your machine’s performance is critical in managing 
this. This software is now available across many different 
platforms and controllers. It is now possible to obtain more 
data from more machines throughout your factory in order to 
make critical production and maintenance decisions.”

“A new link into this is intelligent monitoring and closed 
loop systems. A user is now able to monitor individual items 
such as a spindle, tool, motor and bearing. Data is available 
on an App giving the machine owner/user instant and remote 
feedback on part life cycle, vibration and usage.”

“In the case of tool vibration traditionally information is 
output to the user and the user must perform some type of 
action to change the current state/problem. With the closed 
loop system the machine can detect vibration and action 
a change by itself in order to give a better surface finish or 
improve tool life.”
u Richard Ellison – Pressure Die Casting
“This was a very positive week for myself. The way CNC’s 

Nico Myburgh of Lucchini SA

Martin and Mariska Potgieter of  
Marnic Engineering

Martin Visser and Malcolm Hendricks, both from the SAAO

Jenny Thobias and Dave Cameron, both of FEW
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have moved forward is amazing. Your 5-axis machines are 
doing work that would take a couple of setups on your 3-axis 
machines.”

“The tooling and clamping methods that are available 
to us now just make it so much easier to do the work. Your 
tooling suppliers are making tools and holders that can 
machine almost anything that someone has designed.”

“The equipment that is now available to setup your tools 
with shrink fit collets is user friendly.”

“Clamping and magnetic tables have also improved over 
the years, making the setups faster, which in the long-term 
helps with your up-time on your machine. The cutting tools 
with all the new coatings last longer and can machine faster 
with the correct setup and the machines are able to move at 
the speeds and feeds needed.”

 “The 3D printing manufacturing is growing and this can 
be seen by the numbers of stands that were promoting their 
products. 3D printing before was for samples or to see if the 
part would work. Now they are using it for small production 
runs while the tooling is being manufactured.”

u Jarno Gray – Pressure Die Casting

“As a company Pressure Die Casting is continuously 
looking for ways to manufacture our range of products 
more efficiently and cost effectively, and with the motto of 
EMO 2019 being “Smart technologies driving tomorrow’s 
production” this was a show we were really looking forward 
to attending. For the three of us, the show presented an 
opportunity to view the latest technology from our current 
machine, tooling and software suppliers and benchmark them 
against others in the industry.”

“From the moment we arrived at EMO as first time visitors 
to the trade show we could not believe the sheer size of the 
exhibition halls. The first hall we visited 
was the very impressive DMG MORI 
stand, where we met up with Hans-Peter 
Neth from Retecon and he spoke to us 
about some of the technology on offer 
at DMG MORI. Although the number of 
machines on show was slightly down 
from previous years, DMG MORI had 
placed a huge focus on integrating 
automated pallet change systems and 
robots into the machining cell to increase 
productivity, with a heavy focus on 
Industry 4.0 via the umati interface.” 

 Jamie Hellman, Jarno Gray and Richard Ellison,  
all of Pressure Die Casting

Markus Nortemann and Erik Hagedorn-Hansen, both of  
Haldan Consulting

Chris Kroeger of Retecon with Matthew Mayhew of  
Matthew & Son

Carlos Figueiredo, who is now living in 
Ireland

Franz Studer of Retecon

Anita Neves Coetzee of Extreme Machines with Peter Chan,  
Pao Fieng and Joyce Hsu, all of Der Shin



“Digital technology was evident at all the machine 
manufacturing stands. Connection to your CNC via 
smartphone apps and QR Code scanning is the norm and has 
changed the way people monitor machine output and Overall 
Equipment Effectiveness (OEE).”

“The chance to network with like-minded people in the 
industry is another reason to attend the EMO trade show. 
We had the opportunity to investigate solutions with other 
South African visitors regarding some of the challenges we 
currently face at Pressure Die Casting. The South African get 
together on the Wednesday night at the show was one of the 
highlights. This was an opportunity to reconnect with familiar 
faces and meet up with the other South African visitors at the 
show.” 

“For any company or individual involved in metalworking, 

this is certainly a trade show we would recommend visiting. 
It offers you the chance to see all the big players in the 
metalworking industry at a very well organised event.” 

u Frans Myburgh - Autocast
“As a casting, machining and assembly company, Autocast 

South Africa is always exploring the latest engineering 
technology in these fields to enhance our competitiveness in 
manufacturing. The EMO machine tool show in Hannover is 
known as the world’s most international metalworking trade 
fair. Most of Autocast’s machine and cutting tool suppliers 
exhibit their new innovative technology products at EMO. It is 
therefore a great exhibition to find out about these products 
as we as a networking hub.” 

“Three of Autocast’s representatives attended the 

Alain Morele of DMG MORI with Etienne du Toit and  
Johnny Appolis, both of Autocast
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 Noriaki Matsuura of DMG MORI, Frans Myburgh of Autocast, 
Olivier Pouletand of DMG MORI with  

Hans-Peter Neth of Retecon 



76   METALWORKING NEWS   V 18.5   November 2019

exhibition and had various discussions and meetings where 
the suppliers again impressed our team with the progress 
made from the previous EMO 2017. Assistance by applying 
latest technology with quotations on new products was given.”

“EMO is all about improving productivity and lowering 
the manufacturing cost. For example, we found cutting tools 
with better grades that can run faster and last longer, were 
demonstrated. For manufacturing companies utilizing CNC 
machines and equipment, EMO is definitely the show to 
attend. The 2019 edition was again most impressive.”

u Allan Conolly – Somta Tools

“Despite the lower number of people visiting EMO 2019, 
largely due to the tough economic conditions in Europe, this 
show was Somta Tools’ most successful in nearly 40 years 
of exhibiting at the world’s largest and most sophisticated 
industrial exhibition. The simple reason for this was that the 
Somta booth formed part of the OSG ‘village’ for the first 
time, and hence attracted a lot more interest. The ‘village’ 
was created by the bringing together OSG’s numerous group 
subsidiary companies, which provide solutions ranging from 
cutting tools to broaching, clamping and workholding. As OSG 
promotes the Somta brand and product range worldwide, EMO 
Hannover 2019 provided the platform for the multiple OSG 
sales offices to introduce Somta to their existing customers.”

“It was also a great opportunity to introduce the full 
range of OSG’s capabilities and offerings to some of the 
South African contingent who visited the Somta booth, and 
were able to take away some new solutions to improve their 
manufacturing.”

“The Somta booth was a hive of activity at the end of 

each day as various people came to enjoy some of the South 
African cuisine on offer, discuss technologies and findings, 
and build friendships. We consider ourselves privileged 
to have been part of this experience and look forward to 
continue working together to make manufacturing better in 
South Africa.”

u Gerald Green – Guhring South Africa

“It was refreshing to see that the engineering world is 
innovating and developing new technologies, despite the 
negative sentiment experienced in South Africa. It was good 
to take the blinkers off and experience the positive vibe at 
EMO Hannover 2019. The world is ready to do business and 
it is up to us in South Africa to reciprocate. Overall a positive 
experience and lots of new ideas were developed.”

u Rudi Leimlehner – Mechanical Technologies

“The show is well organised and is a must for all 
manufacturing company’s involved in machining applications 
to visit.”

“The highlight for me was the DMG MORI stand in Hall 
2. I was particularly impressed with the turning center 
incorporating Y-axis and live tooling including a measurement 
probe and cylindrical grinding.”

“The Fanuc stand was also a highlight. It was impressive 
to see the EDM wire sparking machine cutting at a height 
of 500mm and with an accuracy of 5 micron, while also 
incorporating a measurement probe.”

“Suppliers in general were very welcoming and the 
technology was very, very inspiring to myself. I could not wait 
to come back home and start looking for new opportunities.”

Raj Reddy, Allan Conolly, Neven Reddy, Seletu Mariani and Shaun 
Roopnarain, all of Somta Tools

Gerald Green of Guhring South Africa with Harald Birk, Yahya Ceter 
and Sebastian Schempp all of Guhring KG

Matt Mayhew, Matthew Mayhew and Hentie Mare, all of  
Matthew & Son

Robert Botha and Rudi Leimlehner, both of Mechanical Technologies 
with Eike Woermann of Eico Manufacturing



Leo Haase and Mark Johnson, both of Tapmatic with  
Keith Opperman of Duncan Macdonald & Co in the centre

METALWORKING NEWS  V18.5  November 2019   77

u Mike Lee – Puma Machine Tools

“The year of the EMO always brings excitement and 
intrigue to the machine tool industry. EMO Hanover 2019 
was no different. Leading up to the exhibition, many of our 
customers ask: ‘What will be the latest trend that will be 
exhibited, as well as what will the showcase machine be?’.”

“Industry 4.0 is now at the forefront and for the first time 
at the exhibition additive manufacturing was very prominently 
exhibited. Automation was a key feature on all of the 
suppliers’ stands and this definitely seems to be the future in 
the industry worldwide. Flexible manufacturing production is 
the key.” 

“We hosted a number of South African customers, who 
enjoyed the German culture staying with us and all of them 
were impressed with our suppliers, the technology and also 
what the show had to offer.  We also received a few orders. 
Unfortunately, due to the downturn in the South African 
economy, there weren’t as many South African customers, 
which we had hoped for.”  

“All the suppliers that I spoke to confirmed that there is 
a definite slowdown in the world market. However, all these 
suppliers still have full order books going into 2020.”

“The next EMO exhibition will be held in Italy in 2021 and 
I would encourage all South African customers to try and 
make an effort to visit this exhibition to keep up with the 
latest technologies.”

u Ian Daines – Skok Machine Tools
“This being my first visit to EMO in Hannover, Germany 

gave me the opportunity to visit our principle suppliers and 
connect with them personally. In between exhibitions its 
normally via email or telephonically.” 

“Having the majority of machine tool builders and cutting 
tool manufacturers at the same venue gave me the ideal 
opportunity to see what’s new and trending, source new 
products and connect with other manufacturers from across 
Europe and Asia. What was encouraging to see was that 
despite the economic downturn that we are currently seeing 
worldwide, exhibitors went all out showcasing new products.”

“All in all a great show, definitely an eye opener and for 
those that haven’t been to EMO it’s a bucket list must!”

u Keith Opperman – Duncan Macdonald & Co 
“My impression of this year’s EMO was very positive, 

although there’s a downturn at the moment in the machining 
industry, but not in all sectors. You can also see that most 
of them are well-equipped to deal with the situation, and 
have identified niche markets where they can continue to 
be successful. The striking feature of this year’s event is the 
increased presence of exhibitors from the Asian market.”

 “The highlight of the show to me was the Young People’s 
Special Display in Hall 25, where they focused on why a 
degree in mechanical engineering can result in an exciting 
career. They were able to demonstrate the process chain from 
an initial idea to a finished product.”

Mike Lee of Puma Machine Tools with Christian Hillary of  
Global Machine Tools

Arwin Chang of Goodway Machine Corp. with Ian Daines of  
Skok Machine Tools

Sakkie Coetzee of Extreme Machines with Brad Wang of CHMER
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Ray Cooper of  
WD Hearn Machine Tools

Ian Liddell of Combination Products with Sean Dias of  
Dias & Sons

Digitalisation, industrial electronics, Industry 4.0, 
software and AM: Hall 9 was the hall to visit if  

you wanted to find out the latest trends  
happening for these topics

Integrated automation with the use of robotics was a 
significant focus of many of the machine tool builders

As technology 
continues to shape 
and reshape our 
everyday lives, new 
trends cause shifting 
customer 
expectations. New 
demands are placed 
on all manufacturers 
and governments and 
it is the automotive 
sector that is right up 
there as amongst the 
hardest hit

There were still some large machines on display



Yamazaki Mazak has 
returned from EMO 
2019 buoyed by 

strong machine orders and 
record visitors to its stand. 
The company has reported 
a stand visitor increase of 
circa 5% in comparison to 
2017 numbers during the 
five-day Hannover show, 
along with strong enquiries 
for the 27 machines and 
15 different automation 
solutions exhibited.

The most popular 
machines on the stand, 
based on machine 
enquiries, were the CV5-
500 entry-level 5-axis 
machining center, a new 
machine designed and 
built in Europe specifically 
for the continent’s 
machine users, and the 
latest generation Integrex i-H 
series machines. In addition, 
the company recorded strong 
interest in its new SmoothAi 
artificial intelligence CNC, 
and the Quick Turn 250MSY 
turning center, which is 
supported by an innovative 
RoboJob Tower automation 
system.

 “We saw a very positive 
increase in stand visitors 
during the show compared 
to 2017 and excellent levels 
of machine orders across 
the range. What is clear 
from customer and visitor 

feedback is that our focus on 
turnkey automation, entry-
level machines, such as the 
new CV5-500, and artificial 
intelligence, struck a chord 
with machine-users across 
Europe and made the show 
an enormous success for 
us,” Richard Smith, European 
Group Managing Director at 
Yamazaki Mazak, commented.

During the show, Takashi 
Yamazaki, President of 
Yamazaki Mazak, also 
confirmed the company’s 
intention to further upgrade 
its UK-based European 
manufacturing facility in 
Worcester to full iSMART 
FactoryTM status, Mazak’s 
highest level of Industry 4.0 
connectivity.

“Europe now accounts for 
more than 30% of our global 
sales and is currently our 
biggest and best-performing 
market. This year, we will 
complete the massive 
iSMART FactoryTM upgrade of 
Minokamo 1 and 2 in Japan, 
and we intend to upgrade 
our UK factory to iSMART 
status. These facilities join 
Inabe and Kentucky in the 
United States at the cutting 
edge of our connected factory 
capabilities.”

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

Mazak declares EMO 2019  
an ‘enormous success’

One of the most popular machines on the Mazak stand,  
based on machine enquiries, was the CV5-500 entry-level  

5-axis machining center

Takashi Yamazaki, President of Yamazaki Mazak
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PRODUCT   REVIEW

The introduction of 
a new dedicated 
tooling solution from 

Sandvik Coromant is set 
to boost the utilisation 
of turning machines and 
turret-based multi-task 
machine tools fitted with 
driven tool holders. Part 
of the CoroPlus® digital 
machining offer, the 
Coromant Capto® DTH 
Plus solution minimises 
costly downtime due to 
breakages by alerting 
an operator to the need 
to service an individual 
driven tool holder. This 
enables manufacturers to 
achieve maximum machine 
tool productivity and 
output through predictive 
maintenance as well as 
offering fast tool changes 
in applications using driven 
tools. 

As a leading developer 
and provider of metal 
cutting solutions, Sandvik 
Coromant is introducing the new product to solve a common 
problem for many manufacturers - knowing the optimum 
time to service their equipment while avoiding the likelihood 
of tool holder breakage. Outside a planned maintenance 
schedule, an operator could be running a 
tool holder in an environment that risks 
costly damage to equipment, resulting in 
machining failures and unplanned stops in 
production.  

Developed to complement the 
Coromant Capto® quick-change tooling 
concept from Sandvik Coromant, the new 
driven tool holder solution uses sensors 
to gather data and transmits them via 
Bluetooth, making predictive maintenance 
of the holder possible. Thanks to quick-
change functionality, the time an operator 
needs to spend on measuring, setup 
and tool change is kept to a minimum. 
Also, because the driven tool holders are 
equipped with Coromant Capto® coupling, 

the solution enables 
operators to make use 
of an extensive range 
of high-performance 
cutting tools.

The software 
application included in 
the new offer provides 
operators with real-
time information such 
as the vibration level 
of the holder, making 
live monitoring of the 
spindle possible, while 
also monitoring the 
temperature within the 
tool holder. Other data 
delivered through the 
sensors include rpm 
and direction of rotation, 
minimising the chances 
of exceeding the driven 
tool holder’s limits, and 
current and historical 
information about a 
particular tool. Also 
provided is data on the 
location of a driven tool 
holder, including the 

specific factory, machine name, turret and station number.
Says Mathias Tjomsland, Product Manager Digital Tools 

at Sandvik Coromant: “Typically, maintenance of a driven 
tool holder is carried out once or twice a year, depending on 

the level of usage, but this does not take into 
consideration the actual maintenance need of 
an individual holder. By providing real-time data, 
the Coromant Capto® DTH Plus offer makes it 
possible to make the correct decision on when 
to schedule a maintenance stop, ensuring 
service is carried out with true need and not 
simply through interval planning. As a result, 
manufacturers can be confident that their driven 
tool holders are always in good condition and 
that their machine shop is operating at very high 
efficiency levels.”

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

Coromant Capto® DTH Plus driven tool  
holders offer reduced machine tool downtime 

by enabling predictive maintenance
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A cooperation agreement between DMG MORI and 
Jungheinrich has seen the development of driverless 
transport systems. Designed as a flexible automation 

solution for intralogistics applications, the DMG MORI 
PH-AGV 50 enables the fully automated loading and 
unloading of workpiece pallets on machine tools.

Automated transport systems can be used in an area-
efficient manner and thus sustainably reduce transport 
times, as well as assembly and logistics costs. The DMG 
MORI PH-AGV accelerates material flow to ensure more 
flexible and productive processes. With the DMG MORI 
Cell Controller LPS, all processes in the production and 
administration of pallets can be further optimised.

The PH-AGV 50 is modularly expandable, moves freely 
with laser navigation technology and automatically aligns 
itself to the machines. Access and safety for the user are 
guaranteed at all times.

“Automated guided vehicles (AGVs) are another 
important innovation element for the digital factory of the 
future,” says Christian Thönes, chairman of DMG Mori 
Aktiengesellschaft. “With automated transport systems we 

offer our customers a further product for automation and 
digitisation.”

Adds Dr Lars Brzoska, chairman of Jungheinrich AG: 
“Two innovation leaders speed up the digital transformation: 
Together we unite our expertise in the field of AGVs with 
DMG Mori’s integrated technology and automation solutions, 
thus creating significant added value for our customers.”

This new flexibility and the retrofitting capability of the 
PH-AGV 50 is regarded by DMG MORI as future concept for 
pallet automations. A similar degree of flexibility has already 
proven its worth in the area of turning machines with the 
Robo2Go 2nd Generation, as Harry Junger, Managing 
Director of Gildemeister Drehmaschinen, states: “The new 
Robo2Go Vision is a further development of the flexible 
robot automation with an innovative camera system. With 
3D camera detection, we can use standard pallets to store 
parts and in this way avoid restacking parts. With the aid of 
the dialogue-guided control via Celos and the 3D-camera, 
the teach-in takes less than ten minutes.”

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

DMG MORI and Jungheinrich  
create driverless vehicles to  
load/unload machine tools
The DMG MORI PH-AGV 50 optimally aligns with machine tools.
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Lissmac Grinding Machines of the 
SMW 5 series set benchmarks for 
perfect surface finish using the 

wet grinding process. The SMW 5 is 
built according to the modular principle 
and can be individually configured to 
meet customer requirements and is 
characterised by low tool costs, simple 
handling and also by the cost-effective 
price-performance ratio which results in 
short amortisation times.

The 10“ PLC touch screen control 
of the Lissmac is simple to understand 
and easy to use. Each application 
may require different settings. You 
can save set up time by storing, and 
easily recalling over 1 024 different 
programmes in the PLC terminal.

Every critical part of the machine is kept away from the 
coolant. All electrical components like motors, frequency 
inverters and switches are placed in a dry zone. The bearings 
are sealed to protect them from fluid infiltration.

Spindles for raising and lowering the machine 
The entire machine is lifted by four spindles when the 

part thickness is being adjusted. These spindles are all in the 
dry zone making sure they are kept clean and maintain their 

accuracy.
All heads in a Lissmac SMW 5 and 

Steelmaster have an independent height 
adjustment. This is a huge advantage 
when working with different types of 
abrasive belts such as thick non-woven 
belts and thin microfinishing belts.

Having height adjustable heads brings 
great flexibility to a deburring or finishing 
machine because it allows you to apply the 
desired amount of pressure to the surface 
of a part. This also allows you to extend 
the life of the abrasive by compensating 
for wear.

A drying station is a standard feature 
on all Lissmac wet machines. Parts are 
squeezed dry by squeeze rollers. There are 

also two air knives above the part and two air knives below the 
part to ensure that no fluids remain on the parts after leaving 
the machine.

The filtration system is integrated within the footprint of 
the machine. This reduces the amount of shop space needed 
for the machine. The filtration system is designed with easy 
access for maintenance and cleaning.

For further details contact Spectrum Machine  
Tools South Africa on TEL: 011 865 4090 or visit  
www.spectrumafrica.co.za

Lissmac surface finish  
grinding machine SMW 5

For perfect surface finishes using the wet grinding process.

Especially when performing milling 
operations with very tough materials, it 
is only possible to increase the cutting 

speed to a limited extent while taking process 
reliability into account. Due to the increased 
number of teeth of the RF 100 Speed 5-fluted 
and 7-fluted cutter Ratio milling cutter, high 
metal removal rates can be achieved with 
stable process reliability, even with these 
difficult-to-machine materials, says Gühring.

The RF 100 Speed 5-fluted and 7-fluted 
Ratio milling cutter is now an addition to the 
Speed family and allows for highly dynamic 
Gühring Trochoidal Cutting (GTC) processes with 
an ae of up to 10%. In the event of a restricted 
machine speed or cutting speeds limited by 
the material, the increased number of teeth 
ensure high-feed rates and long life. They are 
particularly suitable for difficult-to-machine 
materials in stable conditions.

RF 100 Speed P and M
The 5 and 7 Speed add to the established 

RF 100 Speed range with the P and M material 

specialists. They are suitable for GTC machining 
at an ae of up to 15%. Thanks to the high 
spiral angle of 48° with unequal cutting edge 
distribution for soft, quiet cutting and large 
flutes, the FT 100 Speed P and the RF 100 
Speed M ensure a low load on the machine 
and power consumption. The lower number of 
teeth provide maximum chip space for good chip 
evacuation. Different versions of the milling tools 
are available. The long version has chip breakers 
in order to break chips into short pieces and 
therefore ensures smooth chip evacuation.  
Large face chip spaces and the improved web 
thinning enables reliable plunging. The optimised 
corner protection chamfer and face correction 
protect the cutting edge corner, as the most 
delicate part of the tool, from two sides,  
meaning that the cutting edge is also able 
to withstand heavy shear loads. Through this 
combination, the tool life is significantly  
longer.

For further details contact Gühring Cutting 
Tools South Africa on TEL: 087 015 0200 or  
041 372 2047 or visit www.guhring.com

The all new powerful Gühring  
RF 100 Speed 5-fluted and 7-fluted cutters
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Kennametal has announced the latest addition to its 
best-selling HARVI line of high-performance solid end 
milling tools, the HARVI I TE four-flute solid carbide 

end mill. With a radical new design, the HARVI I TE delivers 
outstanding performance in a broad range of materials, 
including steel, stainless steel, high-temperature alloys and 
cast iron, with tool life to match. And thanks to significantly 
reduced cutting forces, this game-changing tool can be used 
on any machining center or mill-turn center in the shop. 

“The HARVI I TE consistently outperformed competing 
four-flute end mills in both wet and dry machining tests on 
a variety of materials and applications, with unprecedented 
tool life in many cases. It performs exceptionally well on 
heavy roughing and finishing cuts alike – from deep cavities 
and full width slots to shoulder and dynamic milling,” said 
Bernd Fiedler, Manager, Solid End Milling.

Kennametal engineers designed the HARVI I TE to 
address four key problems that plague more than 90% of all 
milling applications: Chip evacuation, tool deflection, corner 
stability and breakage due to radial cutting forces. The 
result is a tool that’s durable and versatile enough to tackle 
the lion’s share of milling applications.

Consider chip evacuation. The HARVI I TE has an 

innovative flute design that helps curl and break chips into 
manageable pieces, while a series of chip gashes within the 
flute lift those chips up and away from the workpiece. Both 
serve to promote coolant flow, eliminate chip re-cutting, and 
improve tool life. A twisted end face and unique gashing 
further promote chip evacuation but are also responsible 
for the HARVI I TE’s awesome ramping and plunging 
capabilities. 

Tool deflection is reduced thanks to the tool’s parabolic 
core, as well as an eccentric, faceted relief along the 
entire flute length that significantly lowers cutting friction. 
This relief also increases edge strength, making the tool a 
versatile solution.

Together with a variable helix angle and asymmetric 
flutes it dampens vibration before it can negatively affect 
machining operations. 

“The HARVI I TE improves process stability, surface 
quality and chip evacuation. Most importantly, it maintains 
these benefits even at increased feeds, speeds, and depths 
of cut, delivering maximum metal removal, tool life and 
productivity,” said Fiedler.

For more information contact Kennametal South Africa 
on TEL: 011 748 9300 or visit www.kennametal.com

HARVI I TE four-flute, solid carbide  
end mill from Kennametal 

 

Four-flute, solid carbide end mill delivers superior performance for steel,  
stainless steel, high-temperature alloys and cast iron.

Easy setup, sophisticated surveillance and perfect 
performance were the key themes on Fanuc’s exhibition 
stand during EMO. Fanuc also showcased a range of 

useful software tools and options. The user interface iHMI 
has been further optimised and the operator control PANEL 
iH Pro has been fitted with more powerful hardware. The two 
controllers 30i-B Plus and 0i-F Plus are new innovations in 
Factory Automation technology.

Fanuc’s software innovations, which ensure added 
performance thanks to, among other things, Artificial 
Intelligence (AI), are known as ‘Smart Machining’. The ‘Smart 
Feed Axis Acceleration/ Deceleration’ function determines the 
actual moment of inertia of the workpiece during operation 
and adjusts the optimal acceleration of the servo motor. The 
benefit for high cutting volumes becomes clear at the end of 
the machining time, when the workpiece is considerably lighter 
and higher accelerations are possible. 

Servo Learning Oscillation
Servo Learning Oscillation is a software function that is 

particularly useful when turning and enables and facilitates 
a prolonged, automated operation. This function allows the 
tool to oscillate, reducing the chip size. It therefore prevents 
long chip coils entangling the tool - facilitating unattended 
operation, and simplifies chip disposal.

Fanuc also presented a whole package of new tools and 

functions. These include key innovations in the areas of 
optimising performance and maximising availability by means 
of better condition monitoring. One component that can be 
retrofitted in existing machines is the Edge Analysing Unit. Its 
new feature is the synchronous recording of CNC and sensor 
data. For example, the combination of this data and the 
comparison with target data make preventive maintenance 
possible. Comparable information can be obtained with the 
help of the software option AI Servo Monitoring. This tool 
has been specially developed to analyse and evaluate work 
spindle data. Fanuc has now expanded this software so that all 
machine servo drives and drive assemblies can be captured. 
Artificial Intelligence compares the recorded data with a 
normality score and proposes suitable maintenance measures 
where adjustable threshold values are exceeded. This software 
is part of MT-LINKi, Fanuc’s software for collecting, evaluating 
and visualising machine information.

Machining quality, surface quality and performance are 
represented by the software options Fine Surface Technology 
and Fast Cycle Time Technology, which are already known 
but have had many details improved and to which the 5-axis 
Integrated Technology function has now been added.

Smart Rigid Tapping
Smart Rigid Tapping, a machining function designed for 

tapping, has also been improved. After a thread hole has been 

Faster machining thanks to  
Artificial Intelligence - Fanuc

New CNC software tools.
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cut, the spindle is now removed from the hole with maximum 
motor power. Practice tests carried out at Fanuc have shown 
that this saves up to 35% of cycle times. 

The user interface iHMI has been further improved and 
expanded and is also available in the CNC 0i-F Plus series. 
Fanuc will give interactive presentations to demonstrate 
the easy and clear handling on two stations: On iHMI 
Milling and iHMI Turning, very practical machining and new 
functionalities can be tested. In this respect there are new 
functions for machining preparation (tool setup, programmes 
and simulations), for machining itself (easy operation) and 
for optimisation and daily operation with Servo Viewer and 
Maintenance Manager. An important theme for the user in 
this respect is the 
iHMI Maintenance 
Manager, whose 
function and 
significance for 
maintenance 
was also shown 
in a Fanuc 
Demonstrator 
on the exhibition 
stand.

The CNC 
control system 0i-F 
Plus stands out 
not only because 
of the new user 
interface, but 
also because of 
new functions 
that are available 
as standard. The 
storage capacity 
has also been 
increased to 2 
MB. This benefits 
both MTBs 
and end-users. 
Fanuc Picture 
is interesting, 
for example the 
bespoke and 
customer-specific 
design of the 
user interface. 
The start-up tool 
developed for the 
0i-F-Series aims 
to make machine 
setup much easier. 
Parameters that 
are important for 
machining and 
movement control 
can be entered on 
a PC in advance 
with the help of a 
menu (standard 
suggestions 
for certain 
parameters) and 
easily included in 
the CNC system.

Upgraded 
control units

Fanuc has 
upgraded its 

control units. The latest processors have been fitted with the 
Panel iH Pro with 21.5’’-LCD widescreen monitors. Very useful 
for MTBs: The PC unit and display unit can now be placed 
separately on the machine. Thus, the display can be placed 
on the front of the machine in a way that saves space and 
is aesthetically attractive, whilst the PC unit is located in the 
control cabinet. A second display at another location on the 
machine, which may be needed on the reverse side for tool 
changes, can therefore be integrated easily into the machine 
housing.

For further information contact Fanuc South Africa on  
TEL: 011 392 3610 or visit www.fanucsa.co.za



In a collaborative effort to enable 5-axis 
machining for users with Heidenhain TNC 
controls and Mastercam CAD/CAM software, 

a new collaborate postprocessor is now 
available. Called the Heidenhain TNC 5X Mill 
post processor. CNC Software, Inc., developers 
of Mastercam software, introduced it after 
coordinating development efforts between the 
two companies. Collaboration also included 
beta testers and industry resellers to best 
meet the goal of providing a consistent, quality 
Heidenhain translation post.

All Heidenhain control users that use 
Mastercam CAD/CAM software can now use 
this newly developed processor, including 
those using iTNC 530, TNC 620 and TNC 640 
controls.

“Heidenhain is committed to ensuring that 
our control customers have the tools they need during any  
5-axis machining application, and this collaboration post 
processor is just one example. We are now experiencing an 
increased demand in North America for our newest TNC 640 
control for high precision 5-axis machine tools, and we want 
those customers to know that if they have Mastercam software, 
we are dedicated to providing ongoing translation updates as 
needed,” explains Gisbert Ledvon, Heidenhain TNC business 
development manager.

Mastercam 2020 Mill improves curved surface finishes
The updated Mastercam 2020 Mill offers expanded 

machining flexibility and an increased emphasis on speed and 
automation. Among the general improvements are updates 

to the Dynamic Motion tool path for faster 
and more streamlined programming, support 
for oval-form and lens barrel-form tools in 
Accelerated Finishing and enhancements for 
Toolpath Hole Definition and the Features list.

Mastercam’s Equal Scallop tool path is 
designed to improve surface finish across 
sloped, curved and flat surfaces. Now tool 
tip containment and ‘Closed’ or ‘Trimmed’ 
tool path offsets deliver optimal finishes 
for different types of complex shapes, the 
company says.

A new tool path, Blend, has been added to 
the 3D High Speed suite. Blend is based on the 
Surface Finish Blend tool path but is faster and 
results in better quality. It also includes the use 
of stock and holder checking.

Deburr can use ball end mills or lollipop 
undercut tools to break edges for three to 5-axis deburring. The 
software enables fast, automated part deburring using climb or 
conventional cutting, with more controls for selecting which area 
of a part to deburr.

Holemaking is now easier with Toolpath Hole Definition 
supporting the selection of solid features and lines, in addition 
to arcs, points and AutoCursor positions, the company says. 
Users can also pick all or some matching diameters and vectors.

Port Expert, an add-on, designed for creating multi-axis 
tool paths within cylinder head ports, complex tubes or 
deep pockets. It is now material-aware, allowing automated 
programming of remaining stock.

For further details contact Mecad Systems on  
TEL: 012 645 4300 or visit www.mecad.co.za

Heidenhain supports Mastercam  
to better enable 5-axis machining

The newly added Quadrush 34 
insert line is specifically suited 
for deep grooving and cutting of 

up to a maximum 10mm depth-of-cut 
compared to the existing Quadrush 27 
insert’s shallow grooving which has a 
maximum 6.4mm depth-of-cut.

The new inserts cover a wide 
variety of materials and cutting 
conditions due to their enhanced 
fastening design and high rigidity 
insert geometry. Available as a C-type 
chip breaker, it provides excellent 
machining and surface roughness on 
workpiece surfaces that produce a 
straight, flat bottom surface after grooving. Further, the new 
line can be used in higher feed conditions, which improves 
customer productivity.

Precise ground inserts are available in a range of 1.5mm 
to 4.0mm widths, with an ultra-fine base substrate and multi-

nano PVD coating for excellent tool 
life at high cutting speeds. They are 
available in various shank sizes for 
general and perpendicular integral 
type holders and includes T-Burst 
holders with high-pressure internal 
coolant up to 340 bar.

Quadrush 34 inserts provide a 
wider range of solutions for deep 
grooving and parting applications. The 
features include deep grooving and 
parting up to 10mm, they are capable 
of cutting up to 20mm diameter solid 
bars, four cutting corners for improved 
economy, unique chip breaker shape 

for excellent chip control, the chip breaker’s straight design 
enables flat bottom face machining and excellent chip 
evacuation specifically in medium to high-feed applications.

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

New TaeguTec Quadrush 34 inserts and holders 
for deep grooving parting applications

A larger Quadrush 34 line has been added to the Quadrush 27 line.
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Iscar, the largest of the 15 companies 
comprising the IMC (International 
Metalworking Companies) Group, has 

recently introduced a range of new products.

Tangfin new family of face milling cutters 
for extra fine surface finish

Iscar has introduced a new family of face 
milling cutters to provide a very high surface 
finish. The new HTF D…-R-LN10 cutters carry 
standard HTP LN…1006 tangentially clamped 
inserts with four cutting edges and can 
machine semi finishing and extra fine milling 
in a single pass. High surface quality is 
attained by means of a very rigid clamping of 
the inserts together with a long and straight 
wiper edge.  The wiper effect is achieved with 
no need for wiper adjustment, reducing setup 
time. 

The inserts are positioned in gradual 
locations on the cutter in both radial and 
axial directions with corners at varying 
diameters and heights. This special 
design causes each insert to cut only 
a small portion of the material in both 
radial and axial directions. 

The cutter features a vibration-proof 
design. In addition, coolant holes are directed to each and 
every cutting edge, while a special protective polished coating 
on the cutter body ensures uninterrupted chip flow and 
protection against corrosion and wear.

The new face milling cutters are available in a diameter 
range of 50mm to 160mm and are designed for finish milling 
applications for extra fine surface quality - up to 0.1 Ra (μm). 

NAN 3 FEED
At the EMO 2019, Iscar introduced the smallest high-feed 

multi-tooth cutter on the market. The NAN 3 FEED is Iscar’s 

brand new high-speed feed mill for single-
sided, triangular, miniature indexable inserts 
(WSP) in the diameter range of 8mm to 
10mm. Not only is it particularly small, it also 
has one more tooth compared to most WSP 
solutions on the market. This makes the tool 
quieter and the individual saws last longer.

The plates are made of PVD-coated grade 
IC830 and enable the efficient machining 
of steel, cast steel and ISO P. The main 
application for this new mill line is efficient 
roughing of small components, especially the 
milling of pockets and cavities in tool and 
mould making. NAN 3 FEED is also suitable 
for multitasking machining centers, power 
tools on lathes and low power machines.

MULTI F GRIP
Another new feature is the reinforced 

MULTI F GRIP tool holder for the new square 
adapters with four inserts of the TANG-GRIP 

and DO-GRIP systems in sizes of 2mm 
to 5mm. The system with internal 
targeted cooling is designed for high-
feed parting of bars with diameters up 
to 120mm.

Thanks to its robust construction, 
MULTI F GRIP ensures vibration-free parting even with large 
rod diameters, longer insert life, higher surface finishes and 
straighter cuts. Thanks to its robust construction, MULTI 
F GRIP ensures vibration-free parting even with large rod 
diameters, longer insert life, higher surface finishes and 
straighter cuts. In addition, this solution can reduce the 
cutting width and thus reduce the consumption of raw 
materials. The tool holder is quick and easy to use and 
suitable for all machine types.

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

New products from Iscar

Kitamura Machinery’s compact 
MedCenter5AX vertical machining center 
is designed for high-precision, accurate 

and fast machining of complex, multi-sided 
parts in one setup. The machine employs 
a tilting A axis (±120 degrees) and a rotary 
C axis (360 degrees) with 0.001-degree 
minimum indexing control. Machining 
complicated parts like orthopedic implants 
or aerospace parts can be completed in 
one operation, according to the company, reducing overall 
machining time. Maximum workpiece size is 220mm in 
diameter by 175mm in height, with a maximum table load 
capacity of 20kg. The direct-driven fourth- and fifth-axis rotary 
tables provide smooth simultaneous 5-axis movement. 

Kitamura’s 30 000rpm, 24.5hp, direct-drive HSK-E40 
spindle offers rigidity and stiffness while allowing for fine 

finish capabilities. Well-suited for small-diameter 
tools and hard milling, the MedCenter5AX offers a 
standard air-through-spindle feature for dry cutting 
and is also equipped to handle up to  1 000psi 
through-spindle coolant for deep-hole drilling 
requirements.

Although compact, the MedCenter5AX is 
equipped with a large 40-tool magazine capable 
of changing tools in 1.5 seconds, according to the 
company.

The machine uses Kitamura’s Arumatik-Mi control, which 
is said to feature intuitive touchscreen technology as well as 
dedicated five-axis functions and advanced NC simulation and 
verification software.

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

Kitamura’s MedCenter5AX 5-axis VMC 
machines complex medical parts






