METALWORKING NEWS
January 2019

2
4
6

36
56
58
82

Editor’s Comment
Viewpoint
Industry News
A virtual approach to CNC machine training – Ikusasa addressing skills
shortage; First Cut appointed distribution partner for Messer Cutting
Systems; In memory of a true visionary – Professor Dimiter Marinov Dimitrov;
Atlantis Foundries casts its one-millionth Daimler HDEP engine block; New
motor industry planaims to boost local content to 60 per cent; Robor given
the all clear to acquire Macsteel’s tube and pipe; French Engineering Works
celebrates 100-year milestone; Battery Ventures acquires manufacturing and
fabrication software company SigmaTEK Systems; Bloodhound supersonic
car for sale after project halted; Gibela delivers its first South African-built
commuter train; Robotic system introduced to help fight cancer at Cape Town
hospital; Impacting Airbus aircraft design; Two South African entrepreneurs
shortlisted for Africa Prize

Shopfront Focus
Bono Steel - a unique kind of vendor with diverse capabilities
Rollfab rolls on with big options
Flexibility and speed the core at Ukuthela Foundry Projects

Better Production
Smart technologies driving tomorrow’s production!

International News
Autonomous factories are the future – EuroBLECH 2018; Accelerating
technology through IoT connection at JIMTOF 2018; Trumpf acquires laser
diodedivision of Philips; Sandvik acquires US based Dura-Mill;
DMG MORI AG takes 30% stake in Indian software firm having additive
manufacturing focus

Product Review
SafanDarley R-Brake: The flexible bending cell; Trumpf ushers in new era
of autonomous factories; New Sandvik Coromant insert grades boost steel
milling operations; Networked manufacturing processes, integrated
automation and digital service solutions with Bystronic; Iscar’s DCNT
CHAMDRILL family; OSG solid ceramic end mills; Amada’s theme was
processing innovation with new technologies; Hypertherm introduces new
X-Definition class plasma and industry’s first predictive maintenance waterjet
pumps; The Mazak Integrex AG series for gear cutting; TaeguTec’s QuadRush
TQS type goes up to 8.2mm; Kennametal develops vibration-free boring
system

Printed by

A Novus Holdings company

1 METALWORKING NEWS

V17.6

January 2019

EDITOR’S

COMMENT

A new year, a new start

W

elcome to 2019. And what an exciting time to
be alive it is, especially in our industry as we
witness it evolve virtually (please excuse the
pun) right in front of our eyes at an alarming rate. Well,
that might depend on the way you look at the glass
of water – is it half full, or is it half empty? There are
definitely opportunities everywhere you look – but are
you willing to do the necessary hard work to bring them
about?
There is barely a hint of negativity in this issue of
Metalworking News. Right from the cover story through
to the last page, the industry as a whole is abound with
positive sentiment. You just need to read the impressions
brought home by fellow South African’s that visited
EuroBLECH 2018 and you’ll see what I mean.
Shopping for a gift this past festive season for my friend’s toddler in the children’s
section of a well-known bookstore chain – and by gift I mean one of those picture
books that is designed to capture a toddler’s imagination – something caught my eye.
It was a whole section that was dedicated to the writing of computer programmes,
aimed at pre-schoolers and early learners. Not just one or two tiles, but many. It got
me thinking: “What will my children be doing once they finish school?” That really is,
anyone’s guess.
I finished school 19 years ago and although there were countless opportunities
available to me then, things are somewhat the same, but also immeasurably different
and daunting for the class of 2018. They have so many more industries to choose from
nowadays that one can barely keep up. But we have to keep up otherwise we will simply
get left behind. The same goes for the manufacturing industry, and this has never been
as important as with the relentless onslaught of Industry 4.0 and other innovations
such as those made available through machine learning and artificial intelligence.
However, let’s go back to the basics for a moment, and an area of our industry
we hear spoken about all to often – apprenticeships and skills shortages. What’s
happened here? Where has it gone wrong? Why aren’t there more initiatives to
encourage this tried and tested business model? We don’t have these answers, but
perhaps it’s up to all of us to bring about change. Manufacturing, after all, will always
exist.
One company, Ikusasa, is taking this bull by the horns and has launched a CNC
training centre to train employees in G-Code programming, CNC setting and CNC
machine operating. The training centre includes a 10 and a 12-seater training room
and a 3-axis CNC milling machine and a 2-axis CNC lathe that are located alongside the
lecture rooms.
As my Father the editor of this publication, Bruce, writes: “Today, computer
numerical control (CNC) machines are found almost everywhere, from small job shops
in rural communities to large multinational companies in large urban areas. Truly,
there is hardly a facet of manufacturing that is not in some way touched by what these
innovative machine tools can do. Everyone involved in the manufacturing environment
should be well aware of what is possible with these sophisticated machine tools.”
CNC machines aren’t going anywhere - they are simply evolving. More often than
not we now call many of them robots. Continuously educating and upskilling ourselves,
and those around us, is key, and we should never stop learning and equipping
ourselves with knowledge. Anyone involved in the manufacturing industry knows the
importance of the machines that fabricate the products, but the investment in skills is
none so more important than now. We see it time and time again in the industry, when
an employer is prepared to invest in an employee, that employee develops a natural
hunger to excel and perform for the company. What more can you ask for?
Nowhere more so than in this issue will you read about
the very real impact technological innovation is having on
the manufacturing industry, and while autonomous factories
are certainly the future, there is still a long way to go before
the industry reaches this stage. In the meantime, there is
Damon Crawford
plenty of work to be done the good old-fashioned way to
Online Editor
adequately prepare us for this future.
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VIEW

POINT

Additive hybrid machine tool
advancements springing up

T

he combination
of metrology
hardware,
adaptive CAM software
and connectivity to
plant-wide systems
is making additive
hybrid machine tool
applications ever more
practical on the shop
floor.
The benefits of
having both additive
and subtractive
functionality in
a single, selfcontained system
are being realised,
and the equipment
advancements are
unfolding quickly. The
flexibility of applying different laser wavelengths and deposition
rates is vastly improving in these additive hybrid machines.
Every material and every application requires a nuanced
process for the most efficiency for these machine tools to be
practical in a manufacturing environment. Users are learning
how to get the most out of these systems.
One of the areas pushing the technology surrounds realtime, adaptive CAM software spurred by the current workpiece
condition, garnered from metrology device data, such as
probes and vision systems.
If an out-of-tolerance condition is trending, the software, via
the machine control, can automatically adjust characteristics of
the laser and subtractive tools to avoid scrap parts.
New vision device pixel counts are rising with the ability to
characterise and analyse preset parameters and the melt pool.
Adaptive control ensures that as the process moves between
additive and subtractive, the intended surface or feature is
maintained in production. It’s important that the machine
maintains common centerline integrity between the additive
deposition nozzle and the subtractive cutting tool. Aim for a
sub-15 micron volumetric accuracy within the work envelope.
A trend with our customers in the aerospace jet engine
turbine sector is using the hybrid approach and creating a
much simpler casting/forging strategy. The complex features
are added - in our case via laser deposition - and then finishmachined conventionally (subtractive). The benefits to these
customers are lower raw material costs (and greater material
yield for the material supplier), greater cutting tool life and
less need for high priced, highly engineered cutting tools for
machining.

In a simplified realworld scenario example,
the first operation on
the casting/forging is
scanning the current
geometric condition of
the workpiece. A variety
of metrology devices
could be used for this
that can be integrated
into the machine, or
if it’s scanned on a
station just outside of
the machine’s work
envelope, a structured
light scanning system or
laser scanning system
might be used. The
point cloud data from
that scan is collected
offline on a shophardened and extra-powerful PC stationed near the machine.
That data is compared with the CAD model of the workpiece,
functioning almost as a “master” gage, and any geometric
variances are noted and passed on to the CAM software. The
CAM software makes an adaptive shift of the toolpath to ideally
position the additive structure elements on the workpiece
based upon the present part condition.
In this scenario, the material is deposited and then a
subsequent, programmable scan occurs in the machine to
determine the current condition of the workpiece and its
geometry. The instrument data and the CAM software do their
work, and any variance information is fed back to the machine
control and the subtractive machining operations ensue. We
are experimenting with a heat treat routine in our laser head,
as well as an eddy current device in our system.
There are also new processes for using water-soluble within
a cycle that includes additive layering. In this technique, an
air blow-off operation removes much of the volume of coolant
still clinging to the part, followed by the laser applied at a
wide focus. The surface is now prepared for a new feature
to be added to it via laser cladding. The machine also needs
protection from powder particles, and one of the hallmarks of
a precision machine tool is its mechanical accuracy. To protect
sensitive attributes like precision-ground ballscrews and way
components, make sure it has special guarding and other
protections similar to those used in graphite milling.
The combination of metrology hardware, adaptive CAM
software and connectivity to plant-wide systems is making
additive hybrid machine tool applications ever more practical
on the shop floor.

Written by Robb Hudson, CEO, Mitsui Seiki USA Inc.
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A virtual approach to CNC

machine training – Ikusasa addressing
skills shortage

Ikusasa CNC Training Centre is a fully equipped lecture facility that includes all the latest tools to assist learners in grasping
the intricacies of a CNC machine tool. The company has also invested in a 3-axis CNC milling machine and a
2-axis CNC lathe that are located alongside the lecture rooms

C

ompany launches CNC training centre to train employees
in G-Code programming, CNC setting and CNC machine
operating. Training centre includes a 10 and a 12- seater
training room and a 3-axis CNC milling machine and a 2-axis
CNC lathe that are located alongside the lecture rooms.
Today, computer numerical control (CNC) machines are
found almost everywhere, from small job shops in rural
communities to large multinational companies in large
urban areas. Truly, there is hardly a facet of manufacturing
that is not in some way touched by what these innovative
machine tools can do. Everyone involved in the manufacturing
environment should be well aware of what is possible with
these sophisticated machine tools.
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One way to take the fear out of crashing an expensive new
CNC machine is to train your shop floor employees, even if you
already regard them, rightly or wrongly, as CNC operators or
machinists.
It is an old cliché but it is also fact. There is no chance
that you are going to let an unlicensed driver - or should I say
anyone else including your spouse - drive your new vehicle
that you had planned to purchase for some time which cost
you over R500 000. So why let an unskilled employee or one
that is semi-skilled operate your new CNC machine tool that
more than likely cost you more than your new vehicle and is
one of the very reasons that you were able to purchase your
dream vehicle.


It is true that there are a number of simulation software
packages available these days that feature programming
methods actually used on the shop floor. But if your employee
does not know how to use these programmes then you are
back to square one.
More importantly though, many neglect an important
link in the CNC machining environment - basic CNC machine
setting and operating. It can be likened to expecting someone
to pass their drivers licence before they have had lessons on
how to drive a vehicle followed by passing a learners licence
test. As we all know, once we are allowed to hit the road
legally, we only become more skilled in how to handle our
vehicle, through experience.
Few would argue with the importance of having a skilled
workforce. In some cases, new employees bring the skills

friendly CNC programmes, improve the proficiency of your
CNC programmers. If you want faster setups, improve the
proficiency of your setup people. And if you want better and
faster production runs with fewer scrap workpieces, improve
the proficiency of your CNC operators.
With steadily fewer people receiving formal schooling in
the machinist trade, machining businesses are increasingly
training employees themselves - informally. A new employee
that is capable, reliable and committed can often be taught
how to perform various machining related tasks that the
company requires. However, the employees training and
advancement is usually reliant on the owner or a designated
employee, who inevitably are often too busy to impart their
knowledge or provide training. In-house training is also
expensive.

“One of the best things about having practical training on a CNC machine during
training is that it removes the fear of crashing an expensive machine, enabling
learners to gain confidence as they develop new skills,” Ikusasa says
needed to be “up and running” quickly. However, it is more
common that a certain amount of training is required to equip
employees with the necessary skills to be successful.
In most companies, the largest productivity gain can
be achieved by improving the proficiency of people. This is
true for just about any task to be performed, but here we’re
talking about CNC machine tool use. Improving the proficiency
of CNC people should be a priority for any improvement
programme. If you want better, more efficient and more user-

Companies also face the problem of losing good
employees, despite their best efforts, because they are lured
away for more money. Add to this that many skilled people
are leaving the country and that the older generation is not
prepared to mentor these days and you can start to see
the extent of the issue. It is leaving owners of machining
companies with a void that is becoming increasingly harder
to fill. With no employee trained up in the basic skills of CNC
operating you will be understaffed and left with an unwanted
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2-axis CNC lathe that are
located alongside the
lecture rooms.
This will allow attendees
to immediately put into
practice the knowledge they
have learnt in the lecture
room, a rare option in South
Africa.
The company also
believes that machining
“knowledge” consists
of a range of general,
contextual information.
Although the company
will be concentrating on
upskilling candidates
to become skilled in
G-Code, CNC setting and
machine operating the
company has engaged
the services of three
cutting tooling companies
to train delegates on the
importance of tooling when
The training centre includes a 10 and a 12-seater training room
machining. This includes
the essential machine
operations of cutting speed,
problem to solve.
the role of the toolholder, the purpose of a cutting tool coating
For these reasons, and because it is becoming
and various other machining-related tasks that a machine
increasingly difficult to find and hire experienced CNC
shop will require. All of which are areas of machining that
operators, more and more companies are finding it necessary
influence how quickly an employee can assimilate new tasks
to provide on-the-job training for new employees.
and respond to new challenges.
New CNC training centre complete with practical training
The idea of Ikusasa CNC Training Centre – meaning
Ikusasa, a Level-2 BBEEE company has recently been
the future in the Zulu language – has been formulated by
established to address this area of concern. But the company
concerned industry leaders who have vast knowledge in
has taken it further by not just offering theoretical training in
CNC machining, CAD/CAM and the associated software
a drab technical school or college environment.
programmes.
Ikusasa have opened a purpose designed CNC training
Although the courses have been designed and developed
centre in centrally located Sunnyrock, Germiston, Gauteng
by industry personnel, Ikusasa have not neglected the
that will inspire the most unmotivated employees to upskill
importance of streamlining with the governing requirements
themselves and become a fully qualified machinist. The
and have aligned their courses, which will be delivered by
training centre includes a 10 and a 12-seater training room.
industry personnel, with MERSETA and other governing
The company does not believe that learners will perform
learnership programmes. Accreditation with these bodies is
if they have to attend training courses in a setting that is
currently being acquired.
monotonous, uninteresting and featureless. They also do
NQF qualifications will be developed at a later stage.
not believe that training to operate a CNC machine can only

The idea of Ikusasa CNC Training Centre – meaning the future in the Zulu language
– has been formulated by concerned industry leaders who have vast knowledge in
CNC machining, CAD/CAM and the associated software programmes
be done through lectures without having the opportunity to
immediately put into practice what they have learnt in the
lecture room.
“One of the best things about having practical training
on a CNC machine during training is that it removes the fear
of crashing an expensive machine, enabling learners to gain
confidence as they develop new skills,” Ikusasa says.
Investment in a CNC lathe and mill
Ikusasa CNC Training Centre is a fully equipped lecture
facility that includes all the latest tools to assist learners in
grasping the intricacies of a CNC machine tool. The company
has also invested in a 3-axis CNC milling machine and a
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The company’s immediate goal and vision is to help industry
fill the void that can be detrimental for many in the future.
The company is not looking for certificate hunters but rather
motivated individuals that want to become fully qualified
machinists.
Training for the industry is Ikusasa CNC Training Centre’s
mission. By training your shop floor workers you will maximise
your workforce efficiencies and offer opportunities that were
not previously achievable, they believe.
The Ikusasa CNC Training Centre became fully operational
in January 2019.
For further details contact Ikusasa CNC Training Centre
on TEL: 011 663 2600 or visit www.ikusasatraining.co.za

First Cut appointed

distribution partner for
Messer Cutting Systems

Anthony Lezar of First Cut, Ian Mc Crystal, CEO of First Cut, Oliver Friz, CEO of Messer Cutting Systems Europe and Maurice Mawson,
Global Product Manager - Machines for Messer Cutting Systems

F

irst Cut has announced the addition of Messer Cutting
Systems’ plasma, oxyfuel, and large-plate processing
equipment to its metal fabrication equipment product
lines. The machines are suitable for solutions for various
sectors, such as automotive and vehicles, construction, custom
cutting/steel service centers, energy, material handling,
mechanical engineering, metal products/heavy steelworks,
plant and pressure vessels, recycling, shipbuilding and
shipyards, rail, agriculture, job shop, structural steel, general
engineering and precision fabrication applications. Messer
provides full system support with technical and applications
training, including software.
“This is a strategic fit for Messer Cutting Systems,” said
Maurice Mawson, who has been promoted to Global Product
Manager - Machines for Messer Cutting Systems, after
steering the Messer Cutting Systems office in South Africa for
the past 15 years.
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“It is not a case of the company leaving South Africa.
Messer has been running a relatively small office in the
Gauteng area for a number of years and we wanted to
increase its presence throughout the whole of South Africa.
The decision for Messer, coupled with my new global function,
was to appoint First Cut as our distribution partner because of
their countrywide representation and the market penetration
that they have achieved with their existing range of metal
fabrication solutions.”
“Messer has production plants in Germany, USA, Brazil,
China and India as well as offices in almost every country
worldwide. In recent years we have focused on building up our
sales and distribution network throughout the industrialised
world.”
“They have built the international brands that they
are ambassadors for in South Africa into powerful and
recognisable products in the metal working and fabrication 

At EuroBLECH 2018 Messer Cutting Systems launched the new MetalMaster Xcel cutting machine

industry in South Africa.”
“I am going to be based in Europe in future but supporting
South Africa is still part remit. We have over 100 working
installations in South Africa, with a number of companies
deploying more than one machine on their shop floor. This
is a significant amount of machines in the market place and
these machines need to be fully supported and serviced in
the same manner that we have always done.”
“First Cut have faced this challenge before and are

recognised for their commitment to all-important after sales
back up, spares, training and service. All our current service
technicians and most of our staff will be absorbed into First
Cut to provide continuity for our customers. Additionally, First
Cut have already started to train their staff at our head office
in Germany,” added Mawson.
“The official agreement is being put in place from January
2019,” said Ian Mc Crystal, CEO of First Cut during an
interview at EuroBLECH 2018, which was held in Hannover, 

Messer Cutting Systems’ Bevel-R

Germany in October 2018.
“We have assigned Anthony Lezar to be the General
Manager of this Machine Division, which Messer Cutting
Systems will fall into,” continued Mc Crystal.
“The product range that Messer manufactures
complements and also adds to our range of products that
we market and service. We can now offer clients a more
complete solution for what best suites their metal processing
requirements.”
“With Messer’s global presence it will also open new
doors for us and the technological input from Messer will be
invaluable for all of our clients in South Africa.”
New MetalMaster Xcel cutting machine
“At EuroBLECH 2018 it was very evident that Messer
Cutting Systems are focused on productivity. They have
launched the exciting new MetalMaster Xcel cutting machine.
The new machine has an emphasis on fast process cycles,
high acceleration and even better cutting quality and
accuracy through smooth guidance from the helical gearing
and linear guides.”
“The company was also showcasing their Bevel-R, a
unit that can accurately cut bevel profiles (non-vertical)
on almost any contour. Their new software product family
OmniFab® offers a modular solution connecting all systems
in the factory to increase productivity and enable the
automated document exchange in order management and
work preparation. The Factory Data Capture module enables
flow of all shop floor information from production back into
the ERP system and production management. The module
Machine Insight automatically collects all important data from
your Messer cutting machine during production and enables
12 METALWORKING NEWS
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the monitoring of machines and the analysis of operational
key figures like equipment effectiveness.”
Software - design, nesting, bevel cutting
“Messer’s OmniWin 2018 combines technical flexibility
with fast, efficient operation. The integrated working
operations of CAD, import and nesting for vertical and
bevelled parts, optimise the working process for the
machines on your floor.”
About Messer Cutting Systems
Messer Cutting Systems GmbH, along with its
subsidiaries, designs, develops, manufactures, and supplies
cutting machines for the metal working industry worldwide.
The company offers oxyfuel, plasma, and laser cutting
equipment; cutting tables, such as fume extraction tables,
water tables, water conveyor tables, and vibrating chutes;
dust collection systems; and filter systems. It also provides
designing and nesting software solutions; a software tool for
the optimum designing and nesting of thermal cutting parts;
a software product for bevel cutting; and retrofits and safety
audits. In addition, the company provides customer service,
maintenance, spare parts and consumables, and training.
Messer Cutting Systems GmbH was formerly known as
Messer Cutting & Welding GmbH and changed its name to
Messer Cutting Systems GmbH in 2011. The company was
founded in 1898 and is currently based in Groß-Umstadt,
Germany. Messer Cutting Systems GmbH operates as a
subsidiary of MEC Holding GmbH.
For further details contact First Cut on
TEL: 011 614 1112 or visit www.firstcut.co.za or
visit www.messer-cs.com

In memory of a true visionary –
Professor Dimiter Marinov Dimitrov
(1944 - 2018)

In 2016 the late Professor Dimiter (Dimitri) Marinov Dimitrov was recognised for his longstanding contribution towards
promoting production engineering in South Africa at the inauguration of the Stellenbosch Technology Centre. Mike Saxer,
CNC Specialist/Machining Technologist at the IAT is with Prof Dimitri Dimitrov

I

t was with great sadness that we learned about the passing
of Professor Dimiter (Dimitri) Marinov Dimitrov on Thursday
8 November 2018 after a short illness. The timing of his
passing was poignant as it happened during the RAPDASA
2018 Conference – an association and conference where he
had a great influence.
To me personally it was a great shock, as I am sure
it was to many others. I had known Prof Dimitri for many
years and when approached to sit on my editorial board for
Metalworking News 18 years ago, without question he was
prepared to add his respected name. The confidence he
showed in a young and new publisher will remain with me
for the rest of my life. The following are some words from his
colleagues.
With the passing of Professor Dimitrov (Professor at
the University of Stellenbosch, Department of Industrial
Engineering and a Fraunhofer Senior Advisor in South Africa)
we have lost a respected scientist and an outstanding
partner dedicated to education, supporting the local
manufacturing industry, and fostering cross-continental
cooperation. To many he was a friend, a colleague, a
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supervisor, a mentor, a project lead, a manager, a father, a
brother, and an inspiration.
During his life, Prof. Dimitrov always showed great
dedication to furthering engineering knowledge and
education. Even until the very end, his projects and the
people around him received highest priority. He was a
selfless man who led by example and inspired those who
worked with him to continuously strive towards higher levels
of diligence and self-improvement. With great humility, he
recognised and managed to bring out the best in everyone.
He worked hard and demanded excellence, but also had an
infectious sense of fun and zest for life.
Prof. Dimitrov made substantial and lasting contributions
to the manufacturing and materials engineering landscape.
He was a founding member of the Rapid Product
Development Association of South Africa (RAPDASA),
a board member of the Western Cape Tooling Initiative
(WCTI), Management Committee member of the Plastics
Institute of Southern Africa (PISA), and a member of CIRP,
the International Academy for Production Engineering. He

was also the SU representative in the national Titanium

Centre of Competence (TiCoC) and piloted the national
research programme in machining of titanium alloys. In
the Collaborative Programme in Additive Manufacturing
(CPAM) he was one of the key players. Furthermore,
he managed to bring a fully international research
network and knowledge exchange opportunity to South
Africa through founding the International Conference on
Competitive Manufacturing (COMA).
At Stellenbosch University he founded the Global
Competitiveness Centre (GCC) in 1997, in alliance
with more than 25 Industry partners, to address
the challenges of global competition. In 2000 the
Rapid Product Development Laboratory (RPD) was
established and pioneered many applications of 3D
printing technology, then still very new in South Africa.
The Institute for Advanced Tooling was added to the
offering in 2007 as another entity in the Industrial
Engineering department at Stellenbosch University.
This was an initiative of the Department of Science
and Technology and the Technology Innovation Agency
to support the tool and die making industry in South
Africa and promote sustainable tooling. In late 2015
the Stellenbosch Technology Centre - Laboratory for
Advanced Manufacturing (STC-LAM) was established.
This brings together all created entities under
one umbrella to further support the South African
production industry as a whole. The official opening
was held on 26 January 2016 with distinguished
delegates from around the world. The STC would be
Prof Dimitrov’s crowning achievement and the centre
was opened in his honour due to his continued drive
and passion in furthering production engineering in
South Africa.
As a Fraunhofer Senior Advisor in South Africa,
Prof. Dimitrov played an outstanding role in fostering
solid and long-lasting international collaboration. A
multitude of research and industry projects in the
field of manufacturing and materials technology with
Fraunhofer Institutes can be attributed to his initiative.
Professor Dimitrov worked with the Education for
Laser-based Manufacturing (ELbM) consortium in
single-hearted devotion by deploying his extensive
network within Africa and Europe to ensure it is
successfully established. The committed involvement
of the Fraunhofer Institute for Laser Technology (ILT),
African Laser Centre (ALC), the Council for Scientific
& Industrial Research/Laser Enabled Manufacturing
Research Group (CSIR/LEM), and Trumpf via Retecon in
ELbM's activities is to the credit of Professor Dimitrov.
His academic contributions include many
publications in the form of book chapters, journals and
conference papers. He also supervised many doctoral
and master’s students and always aimed at bringing
the best out of them.
Prof. Dimitrov received numerous awards and
honours in recognition of his achievements. In 2006 he
received the THRIP Excellence Award for manufacturing
in the category “SMME development and technology
transfer”, followed by a second in 2010, this time in
the category “Research Collaboration”. In 2015, the
President of the Fraunhofer Gesellschaft awarded
the highly prestigious Fraunhofer Thaler to Prof.
Dimitrov “In recognition of his outstanding leadership
and significant achievements in the field of applied
research”.
Those who knew him will surely miss his energy,
enthusiasm, and contagious joyful character.

Atlantis Foundries casts

its one-millionth
Daimler HDEP engine block

E

arlier this
and Germany.
year, the
In the past, the
Bosnian
company has also
family
produced castings
conglomerate
for the passenger
Hastor acquired
car market.
the Saarbrücker
“This
Foundry Group
particular
Neue Halbergmilestone that we
Guss (NHG)
have reached is
through its Prevent
for what is known
Group. A further
as the Daimler
restructuring of
Heavy Duty
Atlantis Foundries
Engine Platform
within the new
Block. The grey
group means
cast iron castings
that Atlantis
are produced in
Foundries is now
two variants 100% owned by
OM471/DD13
a South African
and OM472/
based investment
DD15 - and
Atlantis Foundries has recently cast its one-millionth Daimler HDEP engine block
company Ukuvela
the main truck
Holdings (Pty) Ltd.
applications are
Atlantis Foundries
for Mercedes-Benz
have recently achieved a notable milestone in the company’s
(Europe), Freightliner (USA) and Fuso trucks. Our customer is
history when it recorded the casting of its one-millionth
Daimler and we ship blocks to Detroit Diesel in the USA and
Daimler heavy-duty engine block (HDEP) since the foundry
to the Daimler plant in Mannheim, Germany.”
cast its first sample just over 10 years ago.
“We cast our first sample in 2007 and by 2013 we were
“Atlantis Foundries has always specialised in
producing 100 000 blocks per annum. This shot up to in
manufacturing medium to heavy-duty engine blocks and
excess of 150 000 blocks per annum in 2014, hence the
originally began as a machining facility back in 1979 when
acceleration to the one-millionth mark, which we achieved
it was known as Atlantis Diesel Engines (ADE). The company
recently. These blocks range from 430kg to 450kg in
was established by the South African government to produce
weight and are fettled, reference machined, powder coated,
diesel engines for the South African commercial and
preserved and packed.”
agriculture markets, and for military vehicles such as the
“An interesting fact is that we have shipped over 22 700
Ratel, Buffel, Casspir and Samil. The company had obtained
container loads of just this product during this period.”
a license to manufacture Mercedes-Benz and Perkins diesel
“This is a notable achievement as it is only for the one
engines,” said Atlantis Foundries’ Director Mervin Moodley.
type of the many different engine blocks that we produce. We
“The foundry was only established in 1982 and from the
also produce the 400 series Mercedes-Benz engine blocks,
beginning it has concentrated on producing engine blocks
which are predominantly used in buses. These are generally
for truck, bus, industrial and marine applications. One of
exported to Germany.”
the first blocks the foundry cast was for the ERF model 66
“We have a very strong relationship with Daimler in
truck.”
Germany and have been supplying them product for many
Atlantis Foundries continues to specialise in casting
years. This resulted in the South African operation Daimler
cylinder blocks for commercial vehicles and off-road
Mercedes-Benz South Africa (then called DaimlerChrysler),
installations for export to engine manufacturers in the USA
taking control of the company in 1999, and incorporating

“We cast our first sample in 2007 and by 2013 we were producing 100 000
blocks per annum. This shot up to in excess of 150 000 blocks per annum in 2014,
hence the acceleration to the one-millionth mark, which we achieved recently.”
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Atlantis Foundries into the Daimler
Trucks Powertrain business unit.”
Subsequent to the takeover by
the Daimler Group the company
went from strength to strength and
increased casting production from
30 000 to 69 000 net tons per
year, and Atlantis Foundries are now
considered one of the best heavyduty engine block foundries in the
world, employing 830 people.
In June 2015, Atlantis Foundries
was sold by Daimler MercedesBenz South Africa, to German metal
casting group Neue Halberg-Guss
GmbH.
The independence of Atlantis
Foundries thereafter allowed it to
invest significantly within its own
operations. As a result the Western
Cape based foundry in Atlantis
has undergone some significant
changes in terms of technological
advancements. This included the
installation of a second 12t ABP
Induction Systems pressure pour
furnace, an additional 6.1 MW ABP
Induction Systems power pack for
the four ABP Induction Systems
induction furnaces that Atlantis

More recently Atlantis Foundries embarked on a process that will pave the way to becoming a
Smart Foundry by embracing the Fourth Industrial Revolution. This project aims to combine various
technologies available to gather and analyse process data, with the aim of improving product
quality and cost efficiency. The basic building blocks for such a concept are robotics, process
instrumentation, and the tracking of components using RFID and other software applications. With
all the data available and it being traceable to individual castings, the door has opened to enable
the use of Artificial Intelligence for process control and inspection of components
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The investment in an
additional ABP Induction
Systems power pack has given
Atlantis Foundries the ability
to now operate four furnaces
simultaneously, particularly
when the bulk energy supply
is available, consequently
increasing the overall melting
capacity of the foundry, which
now stands at 75 000 tons per
annum.
More recently Atlantis
Foundries embarked on a
process that will pave the way to
becoming a Smart Foundry by
embracing the Fourth Industrial
Revolution. This project aims to
combine various technologies
available to gather and analyse
process data, with the aim of
improving product quality and
cost efficiency.
The basic building blocks
for such a concept are robotics,
process instrumentation, and
the tracking of components
The overall melting capacity of Atlantis Foundries now stands at 75 000 tons per annum
using RFID and other software
applications. With all the data
Foundries uses in its melting department, the installation of
available and it being traceable to individual castings, the
a new sand drying plant, as well as the installation of a new
door has opened to enable the use of Artificial Intelligence for
core drying oven.
process control and inspection of components.
Earlier this year, the Bosnian family conglomerate Hastor
acquired the Saarbrücker Foundry Group Neue Halberg-Guss
(NHG) through its Prevent Group. A further restructuring of
Atlantis Foundries within the new group means that Atlantis
Foundries is now 100% owned by a South African based
investment company Ukuvela Holdings (Pty) Ltd.
About Ukuvela Holdings
Ukuvela Holdings (Pty) Ltd is a newly incorporated Private
Equity player in the market with substantial international
backing. It was incorporated for the purpose of investment in
emerging markets. The primary focus of Ukuvela Holdings will
be industrial or manufacturing, with Atlantis Foundries being
its first investment. Ukuvela Holdings sees lots of potential in
the South African market, especially when South Africa is at a
transition phase. Ukuvela Holdings is optimistic of the future
of South Africa and therefore ready to invest in opportunities
that meet our profile.
The Directors of Ukuvela Holdings are Mervin Moodley and
Rogerio Goncalves.
The new shareholding structure allows Atlantis Foundries
to operate as a proudly South African sovereign identity, while
benefiting from the strategic direction of the Hastor Group of
companies.
Atlantis Foundries has the capability to manufacture
and sell automotive castings for the commercial vehicle
industry including block castings for use in long distance
trucks, V-block castings for use in heavy industrial, marine,
agricultural and power generation applications, and medium
duty castings for use in light industrial material handling
equipment. The company is IATF 16949 2016, ISO 9001,
ISO 14001 and BS OHSAS 18001 accredited and Lloyds
registered.
For further details contact Atlantis Foundries on
TEL: 021 573 7200 or visit www.atlantisfoundries.com
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New motor industry plan

aims to boost local content to 60 per cent

S

outh Africa is likely to adopt new plans for the
country’s car industry in December, which aim to
increase the local content of assembled cars to 60
per cent by 2035 from around 38 per cent now, Trade and
Industry Minister Rob Davies has said.
The new plan, which will come into effect in 2021,
seeks to provide stability for one of the country’s main
manufacturing sectors, where carmakers have invested
billions upgrading factories to supply the export market.
The so-called auto masterplan aims to bolster
competitiveness and expand vehicle production in South
Africa to one per cent of global output. It marks the latest
incentive package the government is offering to component
manufacturers and carmakers.
Davies said the new plan would try to get more local
companies involved in the making of vehicle parts and
components.
“So that we are not just a footloose place where
assembly can take place for the short term, but where
there is an ecosystem that is grown in and around the auto
sector,” he told Reuters in an interview.
A big boost to the industry?
Davies did not want to divulge details of the new

plan before it went before cabinet, but said it would be
anchored on the existing motor industry incentive package
that ends in 2020.
The current programme, named the Automotive
Production and Development Programme (APDP), rewards
increased vehicle output and refunds import duties.
B&M Analysts, a research consultancy that worked on
the new incentive plan, said increasing local content in
South African built cars to 60 per cent could give the motor
industry a R135 billion boost.
National Association of Automotive Component and
Allied Manufacturers (NAACAM) executive director Renai
Moothilal said: “A lot of work has been done in trying to
find an incentive package that assists the value chain to
get to the 60 per cent localisation level.”
Hayley Eagle, who owns one of the first South African
companies to supply parts to an OEM, said companies
such as Ford appeared willing to include more local
suppliers.
“There is no compromise for their quality standards, the
risk is just so high. If you want to supply an OEM, you have
to comply to their standards,” Eagle told Reuters.
Her company, Jamsco, supplies a pressed component
bracket that fits on the dash panel of the Ford T6 Ranger.
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Robor given the all clear to acquire
Macsteel’s tube and pipe business
but with conditions

T

he Competition Commission has recommended to the
Competition Tribunal that it approve Robor’s proposed
acquisition of Macsteel’s tubes and pipes business
(MT&P), but with conditions.
Robor intends to acquire Macsteel, in respect of its
tubes and pipes business (MT&P). As a consideration for the
acquisition of MT&P, Robor will issue controlling shares to
Macsteel. Thus, on completion of the proposed transaction
Robor will be jointly controlled by Robor and Macsteel.
Robor through its tubes and pipes business (RT&P)
is a manufacturer and a distributor of welded steel tube
and pipes, cold formed steel profiles and associated value
added products. RT&P product range comprises of hot and
cold rolled tube and sections, cold formed steel sections,
conveyance or piping systems, coil, sheet and plate, conveyor,
tube and associated products, access scaffolding and
associated products, structural steel products and value
added products. RT&P’s main operations consist of two
production facilities in the East Rand of Johannesburg, with
sales representatives in various territories, including Durban,
Port Elizabeth and Cape Town.
MT&P is owned and controlled by Macsteel. MT&P
produces tube and pipe products, which it distributes
across Southern Africa. MT&P’s tubes and pipes production
facility is located in Lilianton, Boksburg, Gauteng, from
which distribution takes place throughout South Africa.
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This business unit forms and welds steel strips to produce
standard welded steel T&P. MT&P also offers value add
services for the tube and pipe products. MT&P’s production
of standard tubes and pipes is limited to small bore
products. This includes structural steel tubes and straight
line steel pipes. Structural steel tubes are typically used as a
construction element and form of support in built structures,
mining support systems, fencing, hi-tensile scaffolding and
furniture. Conveyance pipes are used for the transmission
of liquids, oils and gasses. These conveyance pipes find
application in household plumbing and heating solutions,
irrigation solutions and conveyance solutions in the mining
industry.
The commission found that the proposed transaction is
unlikely to result in a substantial prevention or lessening of
competition in the relevant markets; however, it determined
that the proposed merger would have a negative effect on
employment, with about 311 employees to be negatively
impacted on as a result of the transaction.
The commission imposed a condition that Robor ensure
that the 311 affected employees have the right of first
refusal in the event that vacancies become available within
the merging parties’ businesses.
The commission also imposed a condition that the
merging parties do not retrench any additional employees
as a result of the proposed merger.

French Engineering Works

celebrates 100-year milestone

L

ast year French Engineering Works celebrated reaching
the 100-year existence of the company with a series of
events around the country for customers and staff.
French Engineering Works (FEW) is a manufacturer,
exporter and importer of standard and premium quality highspeed steel cutting tools. Established as a manufacturer
of rock drill spares in 1918 the family-owned company
celebrates being a pioneering enterprise and serving the
manufacturing industry, both here in South Africa and
internationally. Founded by Leon Robert and Hermann
Moser, who came to Southern Africa in 1897 to seek his
fortune when in his early 20s, French Engineering Works
(FEW) is still owned by the descendants of Hermann Moser,
although today the family members leave the running of
the company to executive directors David Aldridge and

Jenny Thobois.
The company held functions at their manufacturing
headquarters in Kew, near Sandton, as well as at their
depots in Cape Town, Durban and Port Elizabeth. A gala
event was also held at the Barnyard Theatre, Gold Reef City,
Johannesburg.
Below is a selection of pictures of family members, staff
and customers that attended the functions.
A comprehensive historical report on FEW’s 100 years
appeared in the November 2018 issue of Metalworking
News. To view the story visit http://metalworkingnews.info/
french-engineering-works-reaches-100-year-milestone/
For further details contact French Engineering Works on
Tel: 011 386 5200 or email info@few.co.za, or visit the web
site at www.few.co.za

Direct descendants of founder Hermann Moser
Hank Gorrell, Ollie Moser and Phil Moser

Brenda Nortje from the FEW Port Elizabeth depot with Michele
Cameron and Jason Collings from the FEW Cape Town depot
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Ollie Moser, Phil Moser and Hank Gorrell celebrating the
100-year milestone at the Barnyard Theatre, Gold Reef City
with current FEW MD Dave Aldridge



Customers and staff
were entertained at
the Barnyard Theatre,
Gold Reef City

Len and Carolina Jacobs, Renita and Mark van Jaarsveld,
all from SA Tool

Tracy and Kevin Gorrie, Darren Gorrie, Nicoleen Strydom
with standing Marcelle Petite and Natasha Gorrie, all from
JKM Industrial Supplies

Natasha Williams and Ashleigh Hogg, both from FEW Head Office
with Sunette Vosloo and Nicole Coakley, both from the
FEW Cape Town depot

Kenny Kruger and Craig Joseph, both from Matsam Supplies with
Lerato Ledwaba and Brilliant Seele, both from Marcopolo

Natasha and Pieter van Niekerk from Toolsave with
Ronnie and Dave Jagwant, both from Triplex Tooling

Ashleigh Gilbert and Joe Borrageiro from Mil Mining with
Johan and Renet Dippenaar from Cutting Edge
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Staff from FEW Head Office

FEW Port Elizabeth depot staff Mario De Swardt and Brenda Nortje

Mary-Ann Haylett and Gordon Haylett from Camrox Trading

FEW Durban depot staff Shaylin Govender and Shaun Moodley
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Battery Ventures acquires

manufacturing and fabrication
software company SigmaTEK Systems
SigmaTEK Systems was established by South African Ben TerreBlanche.

B

attery Ventures, a global, technology-focused investment
firm, announced it has acquired software company
SigmaTEK Systems, the maker of SigmaNEST, a
“nesting” product with advanced CAD/CAM functionality that
helps professional fabrication and manufacturing companies
operate more efficiently on the shop floor. Specific terms of
the transaction were not disclosed.
SigmaTEK, based in Cincinnati, will continue to focus on
growing its business in the sheet-metal market and plans
to use its new resources to invest in product development,
customer service, and sales and marketing. In addition,
in partnership with Battery, SigmaTEK intends to pursue
acquisitions to extend its industry reach and expand the
company’s global footprint. Though a slight majority of the
company’s customers are in the US, SigmaTEK has offices in
19 countries around the world.
The company also named a new CEO, veteran technology
industry executive Robbie Payne. Payne was most recently
the senior vice president of operations at education-tech
company IO Education in Atlanta. Previously he held senior
roles at Horizon Software International.
“I am extremely excited to join SigmaTEK and to partner
with Battery, a firm with extensive experience in software
businesses globally as well as specific experience in the CAD/
CAM sector,” Payne said.

Battery is also an investor in another Cincinnati software
company, Clubessential, which provides a full suite of
membership and club-management software to private clubs,
health and fitness clubs and college athletic programmes.
“SigmaTEK’s partnership with Battery opens up exciting
new possibilities for us, including potential acquisitions, and
will usher in a new chapter in the company’s growth story,”
said TerreBlanche.
TerreBlanche, a mechanical engineer who hails from
South Africa, became involved in mechanical design very
early on in his career. He established the company 25 years
ago when he developed SigmaNest.
“I feel privileged to have led SigmaTEK’s talented
engineers and computer scientists for the last 25 years,
and this vision for expansion in the market has stimulated
the team’s imagination for a truly inspiring future. We look
forward to providing continued innovation and service to our
customers, who have made our success possible.”
About SigmaTEK Systems
SigmaTEK Systems develops and sells SigmaNEST,
a comprehensive software solution for nesting, NC
programming and cutting of sheet metal, steel and aluminium
plate, tube/pipe, composite and engineered materials and
wood. SigmaNEST is the leading CAD/CAM nesting system for

TerreBlanche, a mechanical engineer who hails from South Africa, became
involved in mechanical design very early on in his career. He established
the company 25 years ago when he developed SigmaNest
“SigmaTEK is a highly regarded player in this market, and
I look forward to leveraging the company’s excellent products
and people to continue to grow the business.”
Companies serving industries including aerospace and
defence, agriculture, construction, shipbuilding, energy,
commercial foodservice and others use SigmaTEK’s products.
The company, which was founded in 1993, uses highly
advanced algorithms to automate the nesting process for
laying out and cutting materials (including metal, wood and
composite) and helps customers optimise material yield,
product quality, machine capabilities and manufacturing
processes.
“We have been following SigmaTEK for several years
and have always been impressed with the strength of the
company’s business and brand,” said Morad Elhafed, a
Battery general partner.
“This investment is a further validation of the company’s
strength in its market and the success that founder Ben
TerreBlanche has had in scaling the company to date.”
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plasma, laser, punch, oxyfuel, waterjet, router, knife, tube/
pipe and combination cutting machines. SigmaNEST ensures
superior material utilisation, machine motion optimisation
and maximum part quality balanced with cutting speed,
workflow integration, material handling, accurate estimates
and information management.
About Battery Ventures
Battery Ventures strives to invest in cutting-edge,
category-defining businesses in markets including software
and services, Web infrastructure, consumer Internet, mobile
and industrial technologies.
Founded in 1983, the firm backs companies at stages
ranging from seed to private equity and invests globally from
offices in Boston, the San Francisco Bay Area, London, Israel
and New York.
Battery Ventures had previously had the Vero Software
group in its stable before selling the company to Hexagon AB
in July 2014.

Bloodhound supersonic car
for sale after project halted

P

roject Bloodhound’s mostly finished supersonic vehicle
- built with a jet engine bolted to a rocket in an attempt
to break the world land speed record - is up for sale
after attempts to find financing for the project failed. And the
car itself is available for the cost of only around $318 000.
Bloodhound Programme Ltd, the company behind the
initiative to break the land speed record, entered into
administration in October to try and save the project, meant
to hit speeds of 1000mph at a specially built, 18km long,
1500m wide racetrack at Hakskeen Pan in the deserts of
the Northern Cape of South Africa, as well as serve as a
focal point for STEM education in the United Kingdom, the
project’s website states.
Planned test runs above 500mph were supposed to
take place in late 2018 before trying to break the world land

speed record in late 2019. The team tried to find around
$33 million in funding to complete the project.
“You’re going to need to find a few million to get it
running to full speed,” driver Andy Green told the BBC.
“We have basically completed the main structure, the
desert is ready; we just need the funding.”
Project Bloodhound was founded in 2007 and has
operated on a private partnership and sponsorship model,
with support from a variety of partners including Rolls
Royce and Rolex. The UK Ministry of Defence lent prototype
jet engines for the car, and the Northern Cape Provincial
Government in South Africa supported the creation of the
Hakskeen Pan track. Individual donations from members of
the public have also supported the development of the car
and the global education programme.

Gibela delivers its first

South African-built commuter train to the
Passenger Rail Agency of South Africa (PRASA)

T

he train was
dispatched from
Gibela’s new
train manufacturing
complex at Dunnottar,
in Ekurhuleni, in
December 2018
travelling to Prasa’s
Wolmerton depot,
north of Pretoria.
Gibela’s CEO,
Thierry Darthout
says the train has
taken 14 months
to complete, with
production beginning
in September 2017.
“This train has
been built whilst
finishing construction
of one of the largest manufacturing plants in the world;
furnishing the car body shell workshop with 19 state-ofthe-art process innovations and commissioning high-tech
equipment. Coordinating multiple processes and reaching
these major milestones at the same time is an achievement
in and of itself.”
“We are hugely indebted to our majority shareholder,
Alstom, for the invaluable support they have given us in
the transfer of technology programme that enabled today’s
feat and also for their continued support of our operational
endeavours,” says Gibela’s CEO, Thierry Darthout.
About 800 full-time Gibela employees are currently
involved in various phases of the manufacturing process
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and around 100
local suppliers in
the provision of
various components
and services. These
numbers are set
to rise as train
production ramps up
in the months ahead.
Currently, there
are two trains
undergoing testing
and commissioning,
with 16 cars in the
fitting workshop and
23 in the car body
shell workshop.
At full production,
the Gibela plant will
turn out 62 trains a
year; and a total of 580 trains over the next 10 years. This
amounts to the fastest train production rate in in the world.
Group Executive: Strategic Asset Development at PRASA,
Piet Sebola, says Gibela’s state-of the art commuter trains
are at the heart of delivering to South Africa’s public a safe,
reliable and comfortable commuting experience that cannot
be postponed.
“It has been encouraging, in the preparation for the
manufacture of this first South African-built X’Trapolis Mega
train, to see hundreds of young South Africans – many of
them women – undergo training as artisans and technicians,
and to then play a central role in the manufacturing process
itself,” he says.

Robotic system introduced
to help fight cancer at
Cape Town hospital

California, is the pioneer and a global leader
in robotic-assisted, minimally invasive surgery.
Intuitive Surgical develops, manufactures and
markets the da Vinci surgical system.

C

alled the da Vinci X, the robot is the first of its kind to be
introduced not only to the South African operating sphere,
but it is also the very first model in Africa.
The da Vinci Surgical Systems are designed to help
surgeons perform minimally invasive surgery. Patients benefit
too from shorter hospital stays, minimised post-operative pain
and reduced recovery time.
Intuitive Surgical, Inc. headquartered in Sunnyvale,

About the da Vinci Surgical System
There are several models of the da Vinci
surgical system. Da Vinci systems are not
programmed to perform surgery on their own.
Instead, the procedure is performed entirely by
a surgeon who controls the system. Da Vinci
systems offer surgeons high-definition 3D vision,
a magnified view, and robotic and computer
assistance. They use specialised instrumentation,
including a miniaturised surgical camera and
wristed instruments (i.e. scissors, scalpels and
forceps) that are designed to help with precise
dissection and reconstruction deep inside the
body.
Made by Intuitive in Sunnyvale, California,
da Vinci Surgical Systems are advanced roboticassisted surgical platforms designed to expand
a surgeon’s operating capabilities and offer a
minimally invasive option for patients. By providing
surgeons with superior visualisation, enhanced
dexterity, greater precision and ergonomic
comfort, da Vinci Systems make it possible for
skilled surgeons to perform minimally invasive
procedures involving complex dissection or
reconstruction. The robot precisely replicates
every movement of the surgeon’s hands.
Technology is indeed making life easier as
robotics enter the health care system, and Life
Kingsbury Hospital is the first Life Healthcare
hospital to seek the help of robotics to fight
cancer. The hospital has opened its doors to the
da Vinci X System to help fight prostate cancer by
providing the most advanced surgery available.
Dr Conray Moolman, robotic and laparoscopic
surgeon with Cape Urology at Life Kingsbury Hospital says the
innovation allows patients another option in the management
of their prostate cancer. Patients have been limited by
treatment options and the robotic system further expands the
treatment options available to patients.
“For me, the important point is that men should just
be well informed about these options and make informed
decisions regarding their therapy,” explains. Dr Conray

By providing surgeons with superior visualisation, enhanced dexterity,
greater precision and ergonomic comfort, da Vinci Systems make it possible
for skilled surgeons to perform minimally invasive procedures involving
complex dissection or reconstruction. The robot precisely replicates every
movement of the surgeon’s hands
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Moolman. According to Dr Moolman, one of the benefits of
robotic surgery is how small the skin incisions are. In the past,
people were left with big scars. Further to this, the robotic
surgery has also reduced the recovery time significantly as
patients get to go home the next day rather than having to stay
for up to a week in hospital.
There is also less bleeding, which translates to fewer
transfusions. The patients can return to their normal activities
a lot quicker rather than the traditional six weeks. Some
patients are back to work in ten days.
“For now, the procedure is available on some of the top
medical aids with minimal co-payment,” said Dr Moolman.
According to Gus Castello, senior vice president of
manufacturing operations, foreign manufacturers contribute
12% of the value of a da Vinci System. Most of that is from
German and Japanese suppliers, which supply some of the
complex vision technology. High-definition video display
monitors come from Philips’ Femi Division, while the imageacquiring size of the video train comes from Toshiba and
Panasonic. From Germany, they get an optical stereoscope,
the only one of its kind in the world, according to Intuitive,
manufactured to their specifications. Ethicon Endo-Surgery, a
division of Johnson & Johnson, supplies the harmonic shears,
which use ultrasound to cut tissue. Maxon of Switzerland
makes some of the precision motors in the da Vinci.
Intuitive now has a small plant in Mexicali, Mexico, that
produces some of the disposable instruments for the da Vinci,
but the company insists it will keep the bulk of its assembly in
America.
“There is some low-cost leverage to manufacturing the
instruments in Mexico, where labour is $6 an hour vs $30 in
US,” says Gus Castello. “On the robotic side, it doesn’t make a
difference. The learning curve is quite steep. We are the only
ones doing this. It costs us millions of dollars to learn how to
do systems integration. We have complex algorithms to test for
final assembly. There is no leverage in having this thing done
in China,” he claims. In its latest fiscal year, Intuitive spent
9.6% of sales on research and development, more in line with
a mature software company than a manufacturer.
There are many benefits to having as much in-house
control over a robot such as this. “The huge advantage in
having manufacturing close to engineering resources is
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that whenever something happens,
we have engineers right here,” says
manufacturing director Major. “In a
remote situation, it would cost a lot of
delay in the process to be away from
engineering resources.”
It uses sensors and algorithms that
smooth jerks and errant shifts of a
surgeon’s hands, and Intuitive called
the system the da Vinci in honour of
Leonardo da Vinci, who had drawings
and plans for the first robot.
Hospitals have been willing to
invest in this equipment because
minimally invasive surgery avoids large
incisions and thus means shorter
hospital stays, quicker patient recovery
and less blood loss from procedures
such as prostate surgery, mitral valve
repair, gynaecological procedures and
other general surgery.
“Life Healthcare is proud to make
this first investment into robotics,
which aligns with our strategy to invest
in appropriate and proven technologies,
remain technologically relevant and
drive clinical quality and improved outcomes for our patients,”
says Adam Pyle, Life Healthcare South Africa CEO. “Life
Healthcare strives to deliver market-leading quality care across
our service offerings and one of the ways this can be done is
through the use of technology.”
Intuitive pioneered, and continues to be a global leader in
the field of robotic-assisted, minimally invasive surgery with
the creation of its da Vinci Surgical System more than two
decades ago. Now on its fourth-generation system, the Silicon
Valley-based company has seen more than five million roboticassisted surgical procedures performed worldwide, and the da
Vinci surgical system benefits explored in more than 15 000
peer-reviewed scientific publications to date.
The Surgical System itself requires only the use of two
8- and one 12-mm wide hole in a patient, for insertion of the
two surgical manipulators and a camera. Only the robot and
surgical assistants stand over the patient, while the surgeon,
the system operator, can be across the room at the surgeon’s
console where even the look and feel of the open surgery is
duplicated with precision. The whole system consists of three
distinct components, which includes the surgeon console,
patient-side cart that holds the instruments, and the image
processing equipment.
The surgeon console is central to the ability of the da
Vinci S HD to perform operations. Other attempts at performing
surgery while using video proved difficult. The most prevalent
challenge was that of directional reversals the surgeons had
to deal with. That’s the counter-intuitive movement that is
experienced in traditional laparoscopic surgery. Through the
use of the da Vinci S HD Surgical System, the surgeon is
able to perform the operation while seated comfortably at a
console viewing an unparalleled 3D HD visualisation of the
surgical field. As the world’s first robotic surgical system with
3D HD vision, the system provides twice the effective viewing
resolution than older models to now offer improved clarity and
detail of tissue planes and critical anatomy.
There are several models of the da Vinci Surgical System,
and this could be the future of modern medicine as we know
it. Judging by the uptake and longevity of the da Vinci thus far
– this seems a very plausible reality.

Impacting Airbus aircraft design

U

niversity of Cape Town (UCT)
researchers from the Industrial
Computational Fluid Dynamics
(InCFD) Research Group have made
their mark in the field of international
aircraft design, specifically the Airbus
A320.
The group’s novel CFD software
Elemental – with its unprecedented
accuracy – enabled Airbus to effect
a design improvement to their A320
aircraft that won the research team
the Best Innovations in Flight Physics
award for 2017/18.
Based in the Department of
Mechanical Engineering, the InCFD
research group is tasked with
developing state-of-the-art CFD
modelling technology and expertise to expressly support
industry. Established in 2011 by Professor Arnaud Malan, its
first task was to develop a new industrial strength Elemental
CFD software version, which resulted in the awarding of the
SARChI Chair in Industrial CFD in 2014.
Malan, who holds the SARChI Chair, worked on Elemental
along with principal scientific officer Dr Leon Malan and
postgraduate students Niran Ilangakoon and Bevan Jones.
They cooperated with Francesco Gambioli, an expert in wing
component loads, who managed the project for Airbus.
“Unprecedented accuracy”
“The unprecedented accuracy of Elemental allowed for
a new level of understanding of fuel sloshing effects on the
aircraft structure, resulting in a lighter and more optimised
component of the inner fuel tank,” the professor explained.

The award, which attracted several nominations, is
presented annually in recognition of the best innovations in
flight physics across all Airbus initiatives in Europe, the United
States and India. The winners are elected via voting by all
Airbus employees across all disciplines, as well as the flight
physics expert community.
About 800 Airbus physics engineers are eligible to
participate. Malan said the fuel sloshing analysis ranked
highly in terms of the votes from both employees and the
experts.
The award nomination pointed to the novel CFD software
being instrumental to the project.
Malan said this was testament to his group’s motto
of pursuing the development of state-of-the-art CFD tools
for industry, “via fundamental research which carries the
hallmark of excellence.”

Two South African entrepreneurs
shortlisted for Africa Prize for
Engineering Innovation

H

ybrid five-axis machine tool, developed by Dr Lukas du
Plessis, one of the nominees.
Now in its fifth year, and run by the Royal Academy
of Engineering, the Africa Prize for Engineering Innovation
has shortlisted 16 startups from across Africa in a move to
recognise their efforts to solve problems across sub-Saharan
Africa.
The Africa Prize will give the innovators a chance of
winning up to £25 000, a chance to develop skills and
network and become part of a growing community of
talented African engineers working to accelerate socioeconomic development through business. The shortlist
comes from six countries, with five female engineers among
them.
Two South African innovations that are on the shortlist
for the Royal Academy for Engineering’s Africa Prize for
Engineering Innovation, accelerated by the Cape Innovation
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and Technology Initiative (CiTi).
Du Plessis’s hybrid machine tool works on five axes to
allow users to shape, cut, grind, shear and otherwise form
metals and hard materials with more precision.
While five-axis machine tools do exist, they’re typically
incredibly expensive, unaffordable to most African
artisans. Du Plessis’ unique system employs simple design
innovations – such as using granite as the base on which
all work is referenced – to cut down on costs without
compromising on agility and precision.
Developed over many years, du Plessis’ work started as
part of a post-graduate degree more than a decade ago.
After working in various industries the world over, du Plessis
returned to South Africa to work as a lecturer, and revived
his designs to turn an academic exercise into a physical
device that could benefit the manufacturing industry at
large in South Africa.

SHOPFRONT

FOCUS

Bono Steel -

a unique kind of vendor
with diverse capabilities

Bono Steel has recently invested in a new Trumpf TruLaser 3060 fiber laser, purchased from Retecon Machine Tools.
The machine was installed in November 2018

B

ono Steel, based in Elandsfontein, Gauteng, can attribute
its existence to a sister company that was involved in
just machining operations and services before the owner
decided to offer his clients forming and fabricating services.
The company dabbled in a bit of forming with an investment in
a couple of press brakes but as the company grew so too did
its requirements for sheet metal and plate components.
Frustrated by late deliveries and the quality of their sheet
metal and plate component requirements from existing
suppliers, as well as wanting to offer more services to clients,
Bono Steel was initially established in 2006 to satisfy the
machining company’s own needs. Such has been the growth
of this standalone company involved in the processing of
a range of materials that it now has a bigger turnover than
the machining company. Additionally, Bono Steel does not
operate on a one-client basis anymore. The company has also
increased its metal cutting and bending services that it offers
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and boasts a whole host of independent clients not related to
its sister company.
For some clients the proposition that Bono Steel is
linked to a machining company might pose a problem but
the majority of the clients are only too happy to deal with
Bono Steel, especially as the company offers more than a
typical service centre that will usually only specialise in one
processing discipline - like laser cutting, for example.
Increasingly, customers are looking to work with fewer
companies and they are driving a move toward integration of
the machining and fabricating processes. To satisfy this trend,
many machine shops sub-contract with fabrication shops and
vice-versa to keep clients happy. While that works well for
some, a few shops have abandoned sub-contracting in favour
of putting machining and fabricating under their own control.
But there is a limit to the amount of metal processing
machines that a company can have on its shop floor, let


alone afford. Take metal forming and fabricating
for example. There is laser, plasma, oxyfuel
(flame), profile and waterjet cutting, the many
different types of bending, including rolling,
pressing, coil processing, polishing, joining and
fastening technology and many other processes
and equipment to produce semi-finished and
finished sheet metal and plate products for both
ferrous and non-ferrous metals. And I have not
even mentioned the machines and processes for
structural steel processing.
It’s not an easy task to successfully integrate
metal shaping with metal cutting, forming and
fabrication in one engineering company. By
blending these usually separate processes you
do become a true full-service supplier to your
customer base and I don't think there are many
companies around offering all these different
processes, if any.
However, the attitude of ‘multitasking’ for a
client has paid dividends for many companies.
They will offer machining and some cutting
services, and add on fabricating, finishing and
assembly. In many cases because of its unique
capabilities, the company becomes a partner with
its customer.
Although the company has the opportunity to
use its sister company’s machining services and
will do so if requested by a client, Bono Steel has
concentrated on offering more sheet and plate
services. These increased services that have
either been implemented over the last few years
or are already past the planning stage, have put
Bono Steel in a unique position.
Initially Bono Steel was equipped with
bending, rolling and profile cutting equipment.
Included in the inventory is a Heli 150 ton
hydraulic press, a 400 ton Heli bending press,
another 175 ton bending press, a Heli CS 13
x 3100mm guillotine, a MG plate roller. The
profile cutting division includes a plasma
cutter, a Mardicraft flame cutter and a Messer
CNC flame cutter.
“This equipment fitted the requirements
of the machining company, which was initially
involved in machining of larger fabricated
structures before the company evolved into
machining these larger fabricated structures
and fabricating them for clients,” said Henry
Grundling, the Sales Manager of Bono Steel.
“The company offered the services of boiler
making, welding, flame, profile and plasma
cutting, guillotining and bending.”
New Prima Power Maximo laser cutter
“This all changed in 2013 when a 1 500m²
building was erected specifically to house
Bono Steel. The growth plan that had been
strategised started to take further shape
in 2015 when a Prima Power Maximo laser
cutter was purchased and installed by Talmac
Machine Tools.”
“The Prima Power Maximo laser cutter is a
CO2 machine. At that time fiber laser cutting
was still relatively new in the market. Besides
the company needed a machine that could
cut stainless steel effortlessly. The machine 

In 2015 Bono Steel purchased a Prima Power Maximo laser cutter
from Talmac Machine Tools

Bono Steel invested in a new Trumpf TruBend 3100 press brake, which was purchased
from Retecon Machine tools and installed in May 2017

The profile cutting division includes a plasma cutter, a Mardicraft flame cutter and a
Messer CNC flame cutter
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Currently being installed at Bono Steel is a new Voortman V630
beam drilling machine, which was supplied by First Cut

The Voortman beam drilling machine is complemented with a
Voortman VB1050 CNC bandsaw machine

has a bed size of 12 by
we have some relatively old
3m and we offer cutting
equipment that we use. The
services from 0,5mm to
machines still perform as they
12mm in stainless steel.
should but we needed variety
This includes 304, 316,
and more capacity.”
3CR12 and 430PVC coated
“With reference to this the
material.”
company invested in a new
“On the mild steel side
Trumpf TruBend 3100 press
we cut from 1,2mm up to
brake, which was purchased
16mm.”
from Retecon Machine tools
“It was the company’s
and installed in May 2017.”
first laser cutter and it
“The TruBend 3100 is part
opened up new doors.
of the new generation TruBend
Besides more than coping
Series 3000 that Trumpf
with in-house requirements
offers.”
there was excess capacity,
“The TruBend 3100 back
which allowed the company
gauges can move across the
to seek new external
entire bending length removing
Bono Steel offers laser cutting up to 25 millimetres in thickness for
both mild steel and stainless steel
customers.”
any restrictions. Automatic
“In addition to laser
crowning ensures consistent
cutting we could plasma
angles. In addition, high axis
cut mild steel from
speeds make the machine one
1,2mm up to 16mm, we
of the fastest in its class.”
could flame cut mild
“The TruBend uses onesteel from 2mm up
of-a-kind software for 3D
to 300mm and plate
design and programming of
rolling up to 16mm
laser, punching, and bending
thick.”
machines. The TruBend 3100
“I joined the
has a press force of 100
company in 2016 on
tons and bending length
the sales side having
of 3 060mm. It includes
been in the industry for
a four-axis back gauge.
some years. The brief
This makes it possible
was to increase the
to position sheet metal
visibility of Bono Steel
securely, even where
in the market place and
complex part geometries are
not just be reliant on
involved.”
one customer, namely
Examples of components that Bono Steel has processed for clients
our sister company.”
New Trumpf TruLaser 3060
“I am happy to say that
fiber laser
50% of Bono Steel’s processed material is now destined for
“Continuing with our strategy of growing Bono Steel the
external customers. We are processing between 200 and 250
company has now invested in a new Trumpf TruLaser 3060
tons of material a month and the plan is to increase this and
fiber laser, also purchased from Retecon Machine Tools.
also increase the percentage destined for new clients.”
The machine was only installed in November 2018 so we
are still in the learning curve stage but it will open up new
New Trumpf TruBend 3100 press brake
opportunities and markets for us.”
“Our bending department has needed attention because
“The Trumpf TruLaser 3060 fiber laser offers oversize
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format processing in a working
range of 6 x 2.5 metres, multisheet processing of up to four
medium format sheets - even
if they differ in thicknesses
and material - and a new
high-speed cutting process for
faster cutting.”
“Equipped with a TruDisk
laser that has a power output
of six kilowatts, the TruLaser
3060 fiber can cut sheets up
to 25 millimetres in thickness
for both mild steel and
stainless steel.”

a particular order it is more
part of our vision to be one of
the service providers offering
customers options for sheet,
plate and beam manipulation
and cutting.”
“The two machines are
due to arrive in South Africa
in January 2019 and will be
operational by the end of
February 2019. First Cut will
be installing the machines.”
“The Voortman V630 CNC
beam drilling machine has
three independent drilling
heads and can drill both
Bono Steel can flame cut mild steel from 2mm up to 300mm
Delicate geometries
flanges and the web at the
thanks to targeted cooling
same time, which strongly
“Cutting delicate parts from thick sheets of mild steel as
reduces working hours and operating costs. Each drilling head
well as high process reliability and narrow nesting is
has its own automatic tool changer with five tools
made possible by the CoolLine feature.
suitable for HSS drills, carbide tipped drills,
Targeted cooling of the workpiece
thread tapping, counter sinking,
during cutting allows for
layout marking and centre
new geometries and
point marking. This feature
increases process
eliminates the need of
reliability. During
an operator being
processing, the
present at the
specialised
drilling line.”
nozzles of
“The
the cutting
Voortman
head spray
VB1050 CNC
water mist
bandsaw
in a perfect
machine,
circle
which forms
around the
part of the
laser beam
beam cell,
and onto the
is equipped
workpiece.
with the latest
Vaporisation
technology like
energy maintains
servo motors and
a nearly constant
spindles. Another
temperature during
distinguishing feature
cutting.”
is that the Voortman range
comes equipped with a moving
More investment
sawing table as a
“We are very
standard feature. This
Bono Steel have identified that at this stage the company is not equipped to handle
excited about this
makes sure that the
cutting stainless steel in the 25 to 50mm range. Research is currently being carried out
and if plans go accordingly Bono Steel will be investing in a high definition plasma
new investment
sawing lists are always
cutter with a rotating head so that the company can also do bevel cutting
because not only are
in line with the sawing
we embracing new
blade so it never cuts
technology but it also
into the table.”
gives us more flexibility and
“The Voortman V630
services to offer to clients.”
CNC beam drilling machine
“And we are not stopping
is delivered with Voortman’s
there.”
in-house developed VACAM
operating software. VACAM
New Voortman V630
constantly keeps track of
beam drilling machine and
all the material and the
Voortman VB1050 CNC
machines know exactly
bandsaw machine
which raw length or part is
“Yes this is a very exciting
entering the machine without
development and will be
any intervention from the
a completely new area of
operator.”
metal working that we will be
entering.”
Future plans
“Although they have been
“We have identified that at
purchased specifically for
this stage we are not equipped
Examples of components that Bono Steel has processed for clients
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Henry Grundling manages Bono Steel on the sales and marketing
side and Armand Strydom on the production side

Initially Bono Steel was equipped with bending, rolling and profile
cutting equipment

to handle stainless steel in the 25 to 50mm range. Research
is currently being carried out and if plans go accordingly we
should be investing in a high definition plasma cutter with a
rotating head so we can do bevel cutting.”
“We would also like to increase our capacity and
capabilities on the bending side. A much bigger press brake
with bigger dimensions possibly.”
In the case of Bono Steel, it has built a business based
on flexibility and breadth. It’s a business designed to cut and
bend material for its customers in the shortest possible time,
a factor that had a great influence on why the company was

established in the first place.
By performing more services than generally found in a
single discipline service centre, some of the business risk is
spread over a group of jobs rather than just one. It has also
cultivated customer loyalty by becoming a unique kind of
vendor.
While the company has derived more work from its diverse
capability, as one might expect, there have also been process
advantages from the crossover that were not anticipated.
For further details contact Bono Steel on
TEL: 011 822 6457 or visit www.bonosteel.co.za

Rollfab rolls on with big options
The company adds large turning and boring machining options
to its big-time fabricating services.

Not many fabricators can compete with Rollfab when it comes to size

P

It certainly was not fabricating huge specialty components
rocessing of heavy plate and high-strength steel
like trommel screens for the mining industry, like it does
has become second nature to Rollfab, since it was
today. A trommel screen, also known as a rotary screen, is a
established 25 years ago. Specialising in general steel
fabrication, plate rolling, CNC bending and section rolling,
mechanical screening machine used to separate materials,
the company has carved out a niche and emerged as a
mainly in the mineral and solid-waste processing industries.
It consists of a perforated cylindrical drum that is normally
metal fabricator that can take on large and complex jobs
elevated at an angle at the feed end.
that other shops might not want or do
In the beginning, owners and
not have the equipment to handle. The
company’s business approach is for
brothers Andrew and Colin Westphal
differentiation among metal fabricators
concentrated on boiler shop type work
and other smaller fabrications. They had
that might specialise in more routine
a strong relationship with an international
work. This recipe has earned the company
engineering company - a manufacturer
a highly respected reputation amongst
of air, gas and liquid handling equipment
manufacturers of specialised mineral
processing equipment for the coal, gold,
- that has a large manufacturing facility
in Johannesburg, Gauteng area. As is the
platinum, diamond, steel, gas and cement
case with many of these large companies
industries and as a result, Rollfab is their
they like to outsource the ‘nuisance’ work
supplier of choice.
that is not part of their core business or
Rollfab is both a job shop and
is not cost effective for them to fabricate
fabricator, but there are big differences
when comparing the company to other
or manufacture themselves. They rely on
companies such as Rollfab to process and
engineering companies that process
supply.
plate. Like so many other job shops,
Owners and brothers Colin and
Andrew Westphal
The Westphals were only too happy to 
Rollfab started off small in rented premises.
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The company has always shopped out its machining requirements
but have now sourced a second-hand Craven lathe / turning center
that was completely refurbished and reconditioned to virtually new
by Machine Tool Promotions. This included scrapping of beds and
other components where necessary, new gearboxes and ballscrews in other words a complete geometric reconditioning and mechanical
and electrical upgrade. The company is now able to do all of its own
turning of large components and has excess capacity that it can offer

Rollfab have fabricated kiln shells, scrubber drums, sag mills and
ball mill shells

oblige and it was a valuable introduction to metal fabrication
for them, while at the same time it allowed them to build their
business. This client remains one of their most important
clients still today.
However, the brothers really wanted to get into heavy
fabrication and into an area that would set them apart from
the rest. But this would take time. In the early years the
company made a number of location moves, all necessitated
by a growing client base and the scope and size of type
of work that they were engaged to perform. This included

Rollfab is equiped with 12 plate rolls, ranging from 6mm up to
100mm by 3m

biggest capabilities for rolling and bending of plate culminated
five years ago when the company moved into its own purpose
built factory in Anderbolt, Boksburg, Gauteng.
“I would not say those previous 20 years prior to moving
into our current factory were frustrating years for us because
the business was growing all the time and with growth comes
new challenges,” said Andrew Westphal who has claimed
the title of Managing Director. Brother Colin is happy with his
designation of Production Director.

“Approximately 80% of the material that we process is supplied by client cut to size
already. We only perform the rolling, bending and section rolling operations and
where requested further fabrication, which includes welding, QC and QA, nondestructive testing, stress relieving, rubber lining, trial and final assembly and
shotblasting and painting.”
investment in machines that could process heavier and larger
plate and as a result require more space.
The transitional phase of the company into being regarded
as one of the biggest companies in South Africa with the

Large lifting capacity up to 64 ton
“When we eventually built our own facility and moved
into it in February 2013 we knew that in future we would be
operating from a facility that would have the capacity that we
METALWORKING NEWS
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needed. The factory is set on a
12 000m² site with a workshop
that covers 6 500m². More
importantly, we built the factory
so that the access points could
easily accommodate the large
fabrications and components
that we manufacture. The factory
is equipped with nine overhead
cranes that have an under hook
height of 11 metres, and these
are serviced by five forklifts,
varying from three to seven tons
capacity, and a 20 ton mobile
crane.”
“The crane lifting capacities
vary from five tons to our 64 ton
crane that is located in what we
refer to as our big bay. For the
scope of work that we currently
do for our clients, this is more
than enough capacity.”
Large processing
equipment - big and heavy
Processing large heavy
and thick metal plate requires
an operator to deploy the
matching equipment.
“A big advantage of us
moving into the new facility is
that it allowed us to organise
the work flow of processing,
from the delivery of material
to the dispatch of component
or product.”
“We initially operated
as a general fabricator of
what is now regarded as the
popular material sizes. It was
a very good business until
other fabricators saw the
opportunities. What had been
specialty work soon became
common work.”
“This was a big motivating
factor in our desire to become
known as a large operator.
However, to be regarded as
one the largest companies
in South Africa offering large
plate rolling and bending and
section rolling services we
needed the complementing
equipment to offer these
services.”
“The cost of this
equipment to perform the
larger metal processing
operations is prohibitive and
will deter many. But the driving
force was competition because
there were more and more
shops that were getting into
routine fabrications. We had
to change and get into other
niches to stay ahead of our
other competitors,” he added.
Rollfab offers bending
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facilities with 11 press brakes,
ranging from 100 ton by 3m
width up to 1 200 ton by 7m and
rolling facilities with 12 plate
rolls, ranging from 6mm up to
100mm by 3m.
Continuing on the large
equipment theme Rollfab boast
welding manipulators that can
rotate and tilt fabricated items up
to 30 tons and 5.5m in diameter.
Rollfab’s tank rotators can
handle shells up to 60 tons and
eight metres in diameter.
“We are also able to offer
welding processes in MIG, TIG,
MMA, flux-cored and submerged
arc. We are able to weld in
Rollfab has manufactured a large amount of Trommel screens
various grades of material and
used in the mineral processing industry. They fabricate, weld,
unlimited thickness. We boast
stress relieve and machine to strict client requirements. Rollfab’s
reputation in this manufacturing sector speaks for itself and they
welding manipulators that can
have produced some of the largest mill mounted and self-driven
rotate and tilt fabricated items
trommels in use around the world
up to 30 tons and 5.5m in
diameter. Our tank rotators
can handle shells up to 60
tons and 8m in diameter.
Additionally, the company
offers flange and section
rolling.
“Not many fabricators
can compete with us when it
comes to size!”
Distinct divisions
including shotblasting and
painting
“We don’t manufacture
our own products but
rather process metal. Once
processed through our service
centre clients can collect
their various processed
material whether it is a once
off, multiples or various
Rollfab has the capacity to offer clients a huge variety of fabrications
components. We are not a
based on size, complexity and quality. Rollfab boasts a
production operation because
20 plus year history of fabricating a broad spectrum of products for
their clients in many different industries, including petro chemical,
of the size material that we
dust pollution, marine and mineral processing
process.”
“The other option for
clients is that we manufacture
their product from start to
finish. They would supply us
with the drawings and we
manufacture according to
these. This would include the
shotblasting and painting of
materials, which is our third
division that we set up when
we moved here five years ago.
It is an added value option
that we offer.”
“Approximately 80% of the
material that we process is
supplied by client cut to size
already. We only perform the
rolling, bending and section
rolling operations and where
Over the years Rollfab have manufactured equipment for the
requested
further fabrication,
mineral processing equipment manufacturers. Examples include
which includes welding, QC
impellers, trommels, mills, shells and drums, but are not
and QA, non-destructive
limited to this type of work
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testing, stress relieving, rubber lining, trial and final assembly and
shotblasting and painting.”
“Over the years we have built a reputation for the
manufacture of equipment for the mineral processing equipment
manufacturers. Examples include impellers, trommels, mills,
shells and drums. But we are not limited to this type of work. We
have manufactured numerous fans that are used in the mines for
clients and the supporting ducting.”
“This purpose built equipment for the OEMs can vary in size
and configuration but for example the scrubber drums that we
deliver weigh up to 35 tons.”

Over the years Rollfab have had a strong relationship with
Machine Tool Promotions of Vanderbijlpark. Rollfab have purchased
four of their press brakes from MTP, besides other equipment

MTP have also been able to source a Japanese manufactured O-M
vertical turning and boring machine that MTP is busy refurbishing
and reconditioning, for Rollfab. The machine will be supplied as
a 2-axis CNC machine early in 2019. The machine has a table
diameter of 3 000mm, a maximum turning diameter of 6 000mm,
a maximum component height of 3 000mm, a maximum
component of weight of 40 tons, a table speed range of
5 to 40rpm and a ram vertical stroke 1 200mm

Machining on a large scale – a new development
It is inevitable that companies such as Rollfab that have
experienced tremendous growth over the years will run into
problems with suppliers. The company has always shopped out
its machining requirements. However, the size of components
that have to be machined for the fabricating division leave it with
very little choice.
“Now we are getting into turning and boring of components
because to find shops with large enough equipment for our
requirements, is very limited. We might have specialised in
bending and rolling but with the increased orders for full
fabrication and assembly from the OEMs, lead times for
machining of our components were being extended more and
more. This reflected badly on us so we had to address the
situation.”
“Over the years we have had a strong relationship with
Machine Tool Promotions of Vanderbijlpark. We have purchased
four of our press brakes from them, besides other equipment.
They are also well-known for mechanical and electrical upgrading
of equipment, including sourcing the equipment.”
Large Craven lathe
“Luckily we were able to source a second-hand Craven lathe
/ turning center that was located in the Vereeniging area. This
machine has now been completely refurbished and reconditioned
to virtually new. This included scrapping of beds and other
components where necessary, new gearboxes and ballscrews - in
other words a complete geometric reconditioning and mechanical
and electrical upgrade.”
“The PLC controlled machine was installed in August 2018,
has a 5m swing diameter and the maximum component length
between the headstock and tailstock is 15m. The two modular
beds have been reground and bolted together to form a single
longitudinal travel bed, allowing for a single saddle to traverse
approximately 12m in the Z-axis direction.”
Large fully modernised O-M vertical turning and boring
machine
MTP have also been able to source a Japanese manufactured
O-M vertical turning and boring machine that the company is busy
refurbishing and reconditioning, for Rollfab.
“Again we have trusted MTP. It is their business. The machine
is currently being retrofitted and will be supplied as a 2-axis CNC
machine early in 2019.”
“The machine has a table diameter of 3 000mm, a maximum
turning diameter of 6 000mm, a maximum component height of
3 000mm, a maximum component of weight of 40 tons, a table
speed range of 5 to 40rpm and a ram vertical stroke 1 200mm.”
“Even as second-hand machines they are not cheap. But if
you had to purchase one new I’d hate to think what we would
have to pay.”

The company has crane lifting capacities that vary from five tons
to our 64 tons and up to 11 metres under the hook height
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Machining of large components offered
“Virtually overnight we have gone from a plate processor to a
company that can add extra value and offer extended services.
We as Rollfab will certainly not fill the capacity of these two
machines and will extend our services to other engineering


The Craven lathe / turning center that was completely refurbished
and reconditioned to virtually new by Machine Tool Promotions.
The PLC controlled machine was installed in August 2018 and has a
5m swing diameter with the maximum component length between the
headstock and tailstock being 15m. The two modular beds have been
reground and bolted together to form a single longitudinal
travel bed, allowing for a single saddle to traverse approximately
12m in the Z-axis direction

Rollfab has over the last two decades manufactured a large percentage of
surface, underground fans and ducting for many OEM fan manufacturers.
The company was also able to assist with the fabrication of certain
sections of the ducting installed at the Kusile and Medupi power plants

companies that require machining of large components.”
“We intend to bring about 90% of our own machining
requirements in-house but we will still have spare capacity.”
“Sourcing this type of large machining equipment is not just
about picking up the phone to a supplier. It takes time to fit the
match that you need.”

Processing of heavy plate and high-strength steel has become second
nature to Rollfab, since it was established 25 years ago. Specialising in
general steel fabrication, plate rolling, CNC bending and section rolling,
the company has carved out a niche and emerged as a metal fabricator
that can take on large and complex jobs that other shops might not
want or do not have the equipment to handle

An example of a large section of plate that has been roll formed

Stainless steel development
“The majority of the material that we process is the carbon
and alloy steels of various thicknesses but in recent years we
have been getting requests to process stainless steel more and
more.”
“We have now taken this seriously and are currently setting
up a dedicated division to process stainless steel. This division
will be housed in its own stand-alone building, which is currently
being constructed alongside our current facility. The 550m²
building will have its own processing equipment so that we do not
have any contamination and will include its own cranes and other
supplementary equipment.”
ISO 9001:15 and ISO 3834:15
For quality assurance, control and inspections are carried
out in accordance with guidelines set by ISO-9001:15 and ISO
3834:15 for all welding policies and procedures.
Currently the company employs 105 staff, which includes
welders and boilermakers.
“Our people have a lot of talent. They want to be challenged,
or they will get bored. That’s the other part of the business that
we focus on - to keep them challenged. We don’t want them to
leave. I think we have been pretty successful with regards to
that.”
This is an example of the evolution of a business. As an
outside observer you can see evidence of that in the variety
of heavy-duty and complex work done. It’s also evident in the
company’s supplementary blasting and coatings, industrial
mechanical and electrical services. Rollfab can certainly be proud
of standing out from the rest. And it has not been tempted to
invest in laser, plasma, oxy-fuel or waterjet cutting. Not for now at
least.
For further information contact Rollfab on
TEL: 011 626 1914 or visit www.rollfab.co.za
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Flexibility and speed the core at
Ukuthela Foundry Projects

Ukuthela Foundry Projects only casts SG iron castings

W

“The difference, as compared to an employee, is that
hile Minika van Aswegen - wife of Ukuthela Foundry
Projects owner Cobus van Aswegen - describes
I will have the passion. As head of the company, which I
herself as being a jack-of-all-trades but a master of
established in 2005, I am responsible for developing a
none, the same cannot be said of husband Cobus. Within the
culture of operational excellence and improving efficiencies.
company he has had to take on the role of jack-of-all-trades
I spend a lot of time leveraging human and manufacturing
while at the same time being master of all of them, right down
assets, influencing systems and technologies, and sharing
to driving the forklift.
best practices. And the only way you are going to do that is by
“I don’t think I am unique in the foundry industry or
being hands on. This allows the employees
broadly speaking in any small to medium size
to see that you are participating and it
manufacturing company, that is owner run. You
will in turn take them to a new level
will generally find that a company that has
of commitment. Other benefits are
been established by an individual that had
automatically derived but the key to the
previously spent time on the manufacturing
success of any business will still remain
floor will be able to deal with any process
its people.”
that occurs on the manufacturing side. We
“My background is patternmaking
may not fully master all aspects of a given
and believe it or not this is one
process - casting metal in our case - but
aspect of our foundry process
we should be proficient enough to
that we outsource. It is only
produce the castings or product
because we have decided to
to the quality that we expect
focus on producing quality
from our employees. In short,
castings and there are enough
80% of the castings that exit Ukuthela Foundry Projects are
I must lead by example,” said
specialised patternmaking shops
made up of components for the pump and valve industries
van Aswegen.
that we can call on to manufacture
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our patterns, when needed. This side of the foundry
business has advanced considerably in recent years
and companies are now making use of CNC bridge type
milling machines and the latest software to manufacture
patterns. The continuous improvement in foundry
processes has not left patternmaking behind.”
“There is also the talk of metal casting with 3D
printing. However, while direct printing of metal is widely
discussed and promoted, the high costs and technical
difficulty involved means that many products and
applications are better addressed through a mature
manufacturing process like metal casting.”
“I can see how it benefits the investment casting
foundries and those companies looking for a quick and
cheap prototype as an example, but it is going to be a
while before 3D printing takes over from the tried and
tested foundry process.”
“Before starting Ukuthela Foundry Projects I was a
Director in another foundry in the Pretoria area. This
foundry has subsequently closed because my fellow
Director and majority shareholder at the time decided
to retire to the Western Cape. Fortunately I had already
gone out on my own and established Ukuthela Foundry
Projects here in the Babelegi Industrial area just outside
Hammanskraal, northern Gauteng. It is only 45 minutes
from Pretoria so logistically we are still very accessible.”
“From the beginning we have concentrated on
casting SG iron castings. My motivation behind this
decision is that there is always a constant demand
for pumps and valves cast in SG iron and today 80%
of the castings that exit our foundry are made up of
components for the pump and valve industries.”
“Another reason was that we did not want any
contamination when casting and you could experience
this if you decided to cast a range of metals.”
“We are very comfortable casting impellers,
diffusers, pump casings, valve bodies and many of
the other components required for these products. In
2018 we cast 30 000 castings for our clients in these
industries. The mix is made up of about 115 different
castings and the weight range is from 250 grams up to
350 kilograms per casting. And we are not limited to
one-offs. Production runs are easily accommodated in
our setup.”
Flexibility and efficiency with forklifts
“Many foundry owners don’t like forklifts running
around their foundry because of the inherent accidents
and mishaps associated with them. They would rather
use a conveyor system in combination with or without
an overhead crane to move their moulds and castings 

Ukuthela Foundry Projects keeps a large stockholding of its clients most
ordered castings

Castings ready for delivery

Hubs that have been cast for the mining industry

Ukuthela Foundry Projects
cast about 30 000 castings for clients in 2018
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Ukuthela Foundry Projects has over 500 patterns catalogued

Ukuthela Foundry Projects checks material specs with a Spectromax

around. Designing effective conveyor systems for foundry
we save. Once we have done a pour that stand is moved to
processes calls for innovation and collaboration. In several
the cooling off area and is immediately replaced with another
cases, coordinating the users’ objectives with the latest
stand that has new moulds on it. There is no waiting for a
available components and capabilities can improve the results
pour to take place over the whole pouring line before you start
of a conveyor design. And yes we are using a conveyor system
moving the castings. In essence the line of moulds could be
in our sand reclamation plant. In that instance it makes
replaced with new moulds ready for pouring by the time you
sense.”
have finished the last pour in the previous line.”
“Likewise we use an overhead crane to transport our metal
“We even have a holding area for completely prepared
to the casting area. Again it makes sense.”
moulds, on the stands, ready and waiting for a forklift to move
“But on the foundry floor we find it does not work for us
them into position.”
because of the restrictions it imposes. Currently we have two
“There are many other examples I can give you - from
forklifts constantly on the move, operating throughout the
mould preparation to fettling. With the amount of castings that
foundry. A third one is on order and should be operational by
we are casting these days we need the efficiencies of speed
mid-October.”
and the flexibility associated with using the forklifts.”
“One of the main reasons for us using forklifts is that it
“We believe that we would have to employ another 10 to
gives us the flexibility and the efficiencies associated with the
15 staff to fulfill the same amount of production that we are
process.”
currently achieving if we ditched the forklifts or went onto the
“I will explain
conveyor / overhead
why it works for
crane system.”
us and other
foundries should
Raw
consider going
materials
the same route. We
“One of the main
have manufactured a
ingredients for casting
number of different
SG is pig iron. We only
size stands that can
use pig iron and the
take one, two or
required additives in
more castings,
our melts. The only
boxes or moulds,
form of scrap that
either the
we will use is our
same size or
own reject castings
various sizes,
and any cut-offs
depending on
that we derive. This
your production
way we can control
requirements. The
the quality of our
stands are designed
melts and the resultant
so that the forklift can
benefit is a very low
easily pick them up or
scrap rate.”
deposit them in the
“Our pig iron is supplied
required area. There
in one ton bags and
are no obstructions on
these are stored in a
the floor so the forklifts
designated area because
move quickly and freely
you cannot have your
around the factory.”
melt area cluttered. Again
“The pouring line is
the forklifts move the
The weight range Ukuthela Foundry Projects can cast is from
a great example to give
bagged material quickly
250 grams up to 350 kilograms per casting
you of how much time
and easily without any 
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Moulds being prepared

interruption to our melting and pouring process.”
“Our first furnace that we purchased was a 200kg
furnace. We have subsequently purchased a 350kg furnace
and a 480kg furnace, both supplied by MUR Industries.
Currently we are producing 60 tons of castings a month and
these furnaces give us enough capacity to fulfill our melt
requirements.”
Equipment – owner designed and built
Addressing the company’s equipment requirements Van

Ukuthela Foundry Projects believes that there will always be a
constant demand for pumps and valves cast in SG iron

Aswegen admits that he is not that popular with the suppliers
as he is quite capable of designing and manufacturing his
own equipment.
“The equipment that we have built might not be referred
to as state-of-the-art but it is functional for our needs. Where
necessary it will include practical features that fit into our
layout. The sand reclamation plant, including the shakeout, is
all our own design as are two of the three continuous mixers
that we have.”
“Currently we are putting the finishing touches to our own
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The core shop

The holding area for moulds before being moved with a forklift
to the pouring line

shotblasting machine. This should be in operation by the
end of the year.”
Ukuthela Foundry Projects employs 24 staff and
occupies 4 500m² of space and has all the necessary
testing equipment for quality inspection, including a Spectro
spectrometer. The company stores about 500 patterns
for clients, all carefully catalogued. Six months ago it was
issued with its AEL licence.
Large stock holding of customer castings
Ukuthela Foundry Projects must be one the very few
foundries that does not operate under the ‘order first then
we will produce’ system. Such is its healthy relationship
with its clients Ukuthela Foundry Projects keeps a large
54 METALWORKING NEWS

V 17.6

January 2019

Ukuthela Foundry Projects is in the process of putting the finishing
touches to their owner designed and built shotblasting machine

stockholding of its clients most ordered castings.
“We offer them an off-the-shelf service and they
appreciate the fact that they don’t have to wait weeks to
get their castings after they have ordered them. If there
is any downtime on the pouring line we make sure that
we pour castings to replenish the stocks that we hold for
clients.”
“But we are not completely rigid. Such is our flexibility
we can accommodate urgent or last minute orders.”
“Ukuthela is a Zulu word and it means to pour, which
is essentially what a foundry is all about - pouring molten
metal.”
For further details contact Ukuthela Foundry Projects on
TEL: 012 719 8860

BETTER

PRODUCTION

Smart technologies driving
tomorrow’s production!

E

MO Hannover 2019, the
world’s premier trade
fair for the metalworking
industry, will be held from 16 to
21 September 2019 under the
motto of ‘Smart technologies
driving tomorrow’s production’. It
will thus be concentrating on the
current paradigm shift in industrial
production operations, which
are no longer focusing (only) on
‘better, faster, more accurate’,
but on the development and
implementation of new functions
within the framework of Industry
4.0.
Digitalisation and intelligent
networking in conjunction with
numerous new developments,
from Big Data, data analytics
and artificial intelligence, all
the way through to the platform
economy, create the foundations
for new business models, so that
customers and vendors can reach
a new level of productivity.
“The last EMO had already
shown that Industry 4.0 has arrived in the machine tool
industry," says Carl Martin Welcker, General Commissioner
of the EMO Hannover 2019.
“As the world’s leading innovation platform, we are
progressing this trend by focusing on the next development
step in production operations. The technical options
opened up by digitalisation and networking that are being
increasingly reflected in new business models,” he added.
“This doesn’t mean that in future we shall no longer
be working on optimising machines and processes in the
traditional way. I am, however, confident that quantum leaps
forward in terms of productivity, quality and reliability will be
triggered primarily by the new technologies. So in 2019 we
will be seeing an abundance of solutions that implement
new services for the machine tool industry’s customers.”
Rendering data intelligently usable
For new business models on a broad front, first of all
the immense quantities of data generated by digitalisation
and networking of machines and processes have to be
reduced to a usable level. Because only if you can extract
the relevant data (Smart Data) from the superabundance
of Big Data can you derive an entrepreneurial benefit from
Industry 4.0.
Last year, scientists at the German Academic Society
for Production Engineering (WGP) in their position paper on
Industry 4.0 had already published an action guide, and
shown how Big Data can be rendered manageable using
the data mining method, for example. Besides this guide,
the professors at the WGP contribute their state-of-theart expertise to other bilateral arrangements between the
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industrial sector and the academic community. Not least,
they utilise the EMO Hannover in order to showcase for a
global public the projects they are conducting together with
industrial partners.
Utilising artificial intelligence
In recent years, artificial intelligence (AI) has achieved
some amazing breakthroughs. One of its capabilities,
machine learning, enables machines and processes to
optimise themselves with the aid of Smart Data. They
detect patterns in data flows, and derive the appropriately
responsive actions. The system learns from every situation.
Artificial intelligence has already arrived in our everyday
reality. To ensure that the mechanical engineering sector
also benefits from this, the VDMA has published a study
entitled ‘Machine Learning 2030’, which is intended as a
kind of roadmap. The recommendations for companies,
politicians and researchers are currently being firmed up
and implemented in a VDMA working group. It’s now only a
question of time before this futuristic scenario, too, arrives
in the factories. The automotive industry, for example, is
already making massive use of artificial intelligence, and
entering into appropriate alliances. This is adequately
exemplified by the cooperative arrangement between
Mercedes-Benz and the graphics-chip manufacturer Nvidia.
Together, they are aiming to put an AI-based vehicle on the
road in the next few years. For machine tool manufacturers,
too, artificial intelligence offers an abundance of potential.
Utilising new economic structures
There is fresh evidence almost daily that the use of



Industry 4.0 is helping to develop new economic structures.
More and more platforms are being created, on which
manufacturers and service providers can support their
customers from a single source using a product-themed
approach. So machine tool manufacturers, too, will be well
advised to seize the opportunity and take this trend on
board. Because the trend towards a platform economy is
unmistakeable, as current studies show.
There are already some examples here, like Virtual Fort
Knox, a Cloud-IT platform for production companies created
by the Fraunhofer Institute for Manufacturing Engineering and
Automation (IPA) in Stuttgart.
“It functions as an IT backbone for Industry 4.0 solutions,
and networks production companies with software vendors
and machinery manufacturers. But IT companies, control
system and machinery manufacturers will also be offering
their solutions. We are seeing how new technologies are
influencing and even driving forward developments in the
machine tool industry,” says Welcker.
“By September 2019, numerous specific solutions will be
available on the market. I can say this with confidence, since
many EMO exhibitors will be using this international shop
window, in order to showcase their corporate capabilities and
enhance their profiles. Industry 4.0 creates new customer
needs, to which machinery manufacturers must respond in
order to remain competitive. Companies that are quick to
embrace this new form of economy can not only utilise the
trend for new business ideas, but also get actively involved
in designing the platforms concerned. Interested parties
will once again find inspiration and specific examples of
innovative solutions in Hannover in September 2019.”
Mobilising maintenance through digitalisation
Digitalisation is increasingly making in-roads into
maintenance, too. A few years ago the word maintenance
immediately evoked an image of a man wearing blue overalls.
Today, however, it is progressively characterised by digital
services and mobile devices such as tablets and data glasses.
The Smart Factory and the related digitalisation offer wideranging potential for long-term and predictive maintenance.
But what are the benefits for companies? And what are the
prerequisites for ensuring that the data necessary for planning,
processing and documenting maintenance measures is
exchanged reliably?
What is certain is that maintenance staff are by definition
production service providers even if the job description has
changed considerably in recent years.
“Today, maintenance staff are no longer called in only when
there is a mechanical, hydraulic or pneumatic problem that
has brought a machine to a standstill,” explains Peter Strohm,
Global Service Project Manager at Emag Systems GmbH.

“Today it’s crucial for maintenance technicians to be fully
familiar with the hardware and software of their machines
in order to plan repairs in advance and procure any required
materials. They increasingly have to use digital services to
help them monitor the condition of the machines. Before
purchasing a machine, companies should make sure that the
manufacturer offers service solutions that are tailored to their
individual requirements,” says Strohm.
Management tool for structuring plant maintenance
But what is the most effective way for companies to
structure and implement their maintenance processes? A
new EU standard provides a useful management tool. DIN EN
17007:2017 structures and describes the typical maintenance
processes of a company in a universally applicable form.
These processes serve as a reference for companies
coordinating their own processes with the services of service
providers or for comparing themselves with other companies.
The standard also suggests suitable key figures for measuring
the individual maintenance processes.
DIN EN 17007:2017 is based on a French standard and
its scope has been considerably expanded in cooperation with
various other European countries. In Germany, maintenance
managers from various manufacturing and process industries
were involved in the development. One of the leading figures
in the project is Prof. Dr. Lennart Brumby, head of the
Service Engineering Department at the Baden-Wuerttemberg
Cooperative State University in Mannheim.
Reference processes for key maintenance tasks
“In the networked world of work in Industry 4.0, it will be
important not only to coordinate the information systems,
but also to mesh the respective business processes with
one another. As a trailblaser for Industry 4.0, maintenance
needs reference processes for the key tasks, both for the core
processes of reactive and corrective maintenance as well
as for the wide range of support processes. Only then can
networking succeed,” said Prof. Dr. Lennart Brumby.
“Like all standards, this standard is not mandatory.
However, it is advisable for all companies to adapt their own
maintenance processes to the DIN EN 17007:2017 processes.
Only then will they be ready for the world of Industry 4.0,”
says Brumby.
“Regarding the scope of the standard DIN EN 17007:2017
not only describes the classic core maintenance processes,
such as repair and preventive maintenance, but also includes
the many supporting processes without which maintenance
would not function. The multitude of links and information
flows between these processes are also covered. Because,
generally, it is the coordination and networking of processes
that offers the greatest potential for optimisation.”
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Autonomous factories are the future –
EuroBLECH 2018

T

he 25th International Sheet Metal Working Technology
Exhibition, EuroBLECH 2018 has always has been
the industry’s technological forum for you to view
the world’s sheet and plate machine manufacturers and
software developers’ new products and innovations aimed
at reducing the time between component development and
final delivery. As usual fiber laser machines, with more power
and capabilities to cut thicker material, lead the way. But
this time around the emphasis was on digitalisation, artificial
intelligence (AI) and Industry 4.0. These intelligent production
themes dominated the exhibition halls at EuroBLECH 2018 as
I can envisage they did at other major manufacturing related
exhibitions around the world.
Is it just a hype considering machine and metalworking
machines have long had monitoring systems? Definitely not.
The concept of Industry 4.0 – a term shaped by German
politicians and industry leaders – is much more. Digitalisation
and the future of work project analyses the impact and drivers
of automation, robotics, artificial intelligence and other digital
technologies on employment and changing skill needs of jobs.
Digitalisation and Industry 4.0 are the future of industrial
production and are changing the world of manufacturing.
Some call it the Industrial Internet of Things (IIoT).
On a net exhibition space of 89 875m², a total of 1 507
exhibitors from 40 countries presented a top-class range of
innovative products for the complete sheet metal working
chain. 56 301 trade visitors from all over the world came to
visit the world’s biggest sheet metal working show to find out
about the latest technology trends for sheet metal processing
and view the numerous live machine demonstrations on
display.
The biennial event has evolved to become a global show,
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with 37 per cent of visitors coming from outside Germany,
including over 120 visitors from South Africa.
The exhibition gives a snapshot of metal fabrication’s
possible future. This year’s show hinted at what a fabricator
could expect in the future: Fewer, more powerful, flexible,
self-learning machines producing more than ever, all in a
connected environment.
The ‘big boys’ amongst the manufacturers again had
impressive stands. Bystronic, Amada, Trumpf, Mazak, Prima
Power and Salvagnini certainly dominated the halls that
they were located in, halls 11 and 12. However, the other
recogniseable manufacturers of equipment for processing
sheet metal, plate, tube and beam – also located in these
halls – were not to be outdone. It was really noticeable that
many had increased the size of their stands and had put
much more effort into the aesthetics of the stand design,
taking into account the accessibility of visitors. It was not a
case of just ‘plonking’ machines down on their stand to fill the
space. This included companies such as Durmazlar, Voortman,
BLM, Ficep and Faccin.
Over in halls 14 and 15 there were some equally
impressive stands, halls that were dominated by foreign
exhibitors. These included Ermaksan, Safan Darley, Dener,
Mitsubishi Electric and many others with the Turkish
contingent dominating.
Hall 27 is the biggest exhibition hall at the Hannover
exhibition grounds with an area of 31 000m². If you compare
it to Hall 11, which has 23 985m² of gross space and Hall 12
and Hall 13 being in the region of 23 635m² each, it certainly
needs time to explore. Overall the Hannover Messegelände
(Hannover Exhibition Centre) has the largest exhibition space
in the world with a gross capacity of 463 165m². Compare 

this to the 42 000m² of covered exhibition space offered by
the Expo Centre Johannesburg and it certainly puts things into
perspective.
Hall 27 was again occupied by companies manufacturing
large and heavy equipment used for operations such as
forming, tooling and handling. Here you found companies
such as Schuler, Feintool, Otto Bihler, Danobat, Sacform, AP&T
and Aida exhibiting, with Schuler standing out as the largest
exhibitor.
Some other sizes you might be interested in: Trumpf’s
stand size was calculated to be about 3 000m², Bystronic’s
was 2 100m² and Amada exhibited over an area of 2 000m².

Trumpf had one of the biggest stands that was calculated to be
about 3 000m²

Amada exhibited over an area of 2 000m²

Bystronic had a stand of 2 100m²
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Autonomous factories are the future
But it is not just about the size of the stands. There is no
doubt that digital developments are set to offer significant
advantages in streamlining and simplifying sheet metal
processing, as well as improving productivity and efficiency.
But it is not only the large manufacturers that have been
gaining ground in the realm of digitalisation. Small and
medium-sized enterprises (SMEs) are also recognising its
potential.
“As they become increasingly autonomous, our machines
are taking on more tasks and making life easier for the people
who work with them. But you can only unlock these benefits
with a connected, intelligent production environment. That’s
what enables us to achieve productivity gains and secure
our customers’ competitive edge - and artificial intelligence
is the key,” said Heinz-Jürgen Prokop, Chief Executive Officer
Machine Tools at Trumpf.
“There is now little to be gained by striving for ever higher
laser power. Instead, the focus should be on connected
machines and the processes that occur upstream and
downstream from the actual production process. Combined
with intelligent data analysis is where the biggest productivity
gains can be achieved,” said Prokop.
“With flexible system solutions, Bystronic is expanding
the rules of the game in the field of sheet metal processing.
Until now, there was always a trade-off between fast and
versatile. In future, users will be able to produce small series
or individual mass-produced products at conditions similar
to standardised high-volume series. With the new generation
of our cutting and bending systems, users can adapt their
processes much more easily and thus respond more quickly
to their customers’ requirements,” said Alex Waser, CEO of
Bystronic.
Bystronic also presented the networked world of
sheet metal processing. Under the motto “World Class
Manufacturing”, customers and visitors were able to
experience live where integrated automation and new
software solutions for laser cutting and bending are heading.
Amada are not a company that releases many quotes
from executives. With a special focus on laser technologies
and production benefits delivered by IoT, the Japanese
manufacturer presented its concept of “V-factory” with
machine monitoring and direct-response service possibilities
under the theme of: Processing innovation with new
technologies.
One of the mains stars of their stand was the Amada
Ventis-3015AJ 4kW - a new fiber laser generation with 4kW
laser power that the company says for the first time, stainless
steel, aluminium and other materials can be processed with
a cutting quality equal to that of a CO2 laser. Additionally,
Amada is also now making its new Clean Fast Cut (CFC)
technology available as standard on its high power (6kW and
9kW) fiber laser cutting machines.
Mazak launched a new model - the Optiplex 3015 6kW 

1240 Electrical Press Brake Robotcell, which includes a
Yaskawa Motoman GP12 compact and flexible handling
robot with a payload of up to 12kg, the AD-SERVO 30135
press brake, a 2kW entry level fiber laser for the cost
conscious but don’t want to forego quality, a 5-axis fiber
laser system and a 10kW fiber laser system.
Prima Power introduced its new Integrated Robotic
Bending System. The system consists of a BCe Smart
panel bender, a 7-axis anthropomorphic robot, and an
eP-0520 press brake. The configuration is completed by
a sheet separator unit for raw sheet stacks, a centering
table, and a reverser for the sheet to be bent or the bent
components to be stacked.
Observations and opinions of EuroBLECH 2018
Judging the comments from most of the people I
spoke to at the exhibition, it certainly opened up their
eyes, especially for those first time visitors. Percentage
wise we might still be small in the world in terms of
output but we still form an integral part of the chain and
we are growing. More importantly the number of foreign
people I spoke to that were very much aware of South
Africa was most encouraging and this can only bode well
for the future, if they decide to do business with us.
Some of the other recogniseable manufacturers of equipment for processing sheet
Our engineering companies are also up to it and I
metal, plate, tube and beam put great effort into their stands
know of quite a few machines (lasers, press brakes and
a panel bender) that were ordered, while we were at the
exhibition. There were also discussions taking place for
DDL (Direct Diode Laser). The company says the Optiplex
some other major equipment purchases. All will be revealed
3015 is up to 15 per cent faster than its 6kW fiber equivalent.
in time.
The new DDL machine delivers stable cutting for both thin and
Below are some observations and opinions, as well as
thick material, says Mazak, due to the use of Beam Diameter
some photographs, of some of the visitors from South Africa
Control, along with Intelligent Monitoring Functions (IMF) and
that visited EuroBLECH 2018.
Intelligent Set-up functions (ISF).
NB The next EuroBLECH (2020) will take place from
Turkish OEM manufacturers Durmazlar had a number of
27 to 30 October 2020 in Hannover, Germany.
firsts for the company on display. This included the AD-ES

Mike Lee – Retecon Machine Tools

Stig Rassmussen of Davox with Mike Lee of Retecon Machine Tools

“This was my first visit to EuroBLECH, an exhibition that
features all aspects of sheet metal working, from the hightech laser cutting of materials to the simple accessories
for the sheet metal industry. This is truly a must visit for all
South African companies if they want to keep up-to-date with
world trends and to enlighten themselves with the latest
technology that has recently been launched or what you can
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Hannes Burger and David Parker, both of Steelcut Services with
Jacques Strauss of Retecon Machine Tools in the middle

expect going forward.”
“Industry 4.0 was at the forefront of the exhibition this
year, with the larger companies like Trumpf exhibiting the
knowledge and know-how on how to implement Industry 4.0
into the market place and your company.”
“We, Retecon, had a number of our suppliers exhibiting.
Many of these suppliers had some exciting launches of new

Quinton Janse van Rensburg – SigmaNEST and SigmaMRP
“It was a
vital role in providing
privilege to attend
communication from
EuroBLECH
the shop floor as well as
again. To see the
providing the machine
amount of visitors
to machine information
from South Africa
that is being fed back to
that made the
the office in order to give
effort and went
the sales and production
to the expense
departments the
of attending was
information and feedback
very pleasing.
to better cost and track
EoroBLECH is
manufacturing items on
certainly the show
the shop floor.”
to attend when
“SigmaNEST and
looking for the
SigmaMRP have once
latest technology
again proven that they
from machine
are at the forefront of
manufacturers
this technology and I
and software
am proud to be part of
providers.”
this growing team. The
“The new
drive for automation in
Quinton Janse van Rensburg - SigmaNEST and SigmaMRP Product Manager, Jandre
products on show
the European market
TerreBlanche, Ben TerreBlanche, Cornel Warren and Nica Lourens, all of SigmaTEK
from both machine
has given such a variety
manufacturers and
of options to get items
software developers, is impressive. Additionally, you can see
out faster through manufacturing plants and will enable them
the development of these products and the advancement in
to work smarter, more effectively and efficiently. It will be
technology is going forward from one exhibition to the next
interesting to see how the South African market will embrace
exhibition.”
automation in the coming year or two, and how we will move
“We could see at this year’s exhibition that there is a
forward in the current economic environment.”
distinct drive towards Smart Factory setups and incorporating
“I am already looking forward to attending the next
Industry 4.0 into your company environment. As a result
EuroBLECH exhibition, which takes place in October 2020, to
software programmes are playing an even bigger and more
see what new technology will be made available to us.”

Duane Ramos and John Berkin, both of Amanzi
Storage Solutions

Graham Rome of Retecon Machine Tools with
Philipp Zwirner of Trumpf

Jurgen Lecki and Anton Lachenicht, both of
Retecon Machine Tools

products and some were world firsts.
Their grasp of automation and the
integration of it into the product lines
is really there to take note of. It is not
just about IoT and the other concepts
related to connecting technology.
Efficiencies are still very much part
of the objectives of the machine
and equipment manufacturers that
we represent. We were also able to
conclude a number of orders at the
show as well which always makes the
trip worthwhile.”

Heinie van der Westhuisen of Multipunch
with Eike Woermann of Eico Manufacturing

Garth Haig of Retecon Machine Tools with
Jimmy Muir of Macsteel
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At van der Merwe – Abel Equipment / LaserXpress

At van der Merwe and Jaco van der Merwe, both of Abel Equipment
/ LaserXpress

“This was our fourth visit to EuroBLECH, and as usual we
were in awe of the quality of the exhibition and the products
on display. If you consider that the exhibition is only four days
long, then it is mind blowing to see the money and effort
being spent by companies like Trumpf, Bystronic, Amada and
others.”
“What is most impressive to see is the live
demonstrations of working equipment that could take weeks
to install at customer sites. For us it is the show window of
the very best and latest technology available in the world.”

Shaun Wethager of SP Laser

“We also believe it is the best platform from where to
do business if you intend buying machines. It is also a great
learning experience and widens one’s visions. Every trip
we meet other South Africans that operate under the same
conditions and share the same threats and opportunities.
It is therefore also a great place to make new business
friends.”
“And last but not least the vibe, the beer and the German
food such as the various types of wursts (sausages) make
you start planning your next visit.”

Clinton Windt and Tony Windt – TWR Steel Services Centre

Philipp Burgerner of Bystronic with Clinton Windt and
Tony Windt, both of TWR Steel Services Centre

“Once again we were pleasantly surprised by how laser
cutting and automation technology has evolved since our
last visit to EuroBLECH in 2016. Fiber laser technology has
really come a long way and once again we realised that it is
rapidly taking up its position in the sheet metal processing
environment, if it has not taken over completely already. With
our current economic situation as it is and costs increasing
on the different platforms, it has become utterly important
to streamline production by means of automated processes
but with a massive focus on increased efficiency and cutting
down on costs while still offering your customer the same end
product but, with better quality and in a less turnaround time.”
“We were surprised to see how many different laser
machine manufacturers, from the various countries, that
are now manufacturing fiber laser technology with many of
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Dean Findley and Llewellyn Abraham, both of SPE with
Uwe Krupke of Storequip

them offering add on services such as automation solutions,
combined with secondary processing.”
“All of the exhibitors put in a lot of time and effort into
displaying their products at EuroBLECH 2018. We think it
was well worth it for them in the end as we found out about
many new investments in equipment that were made by South
African companies, including one for TWR Steel Services
Centre.”
“As the 2018 EuroBLECH exhibition ended, we realised
that we had seen and witnessed technology growth like we
had never seen before. This included a massive focus on
software development and how these different automated
processes communicate and integrate with one another.
‘Machines are taking over the world’. We can’t wait to visit
Hannover again for the EuroBLECH Exhibition in 2020.”



Byron Gueffroy – Durma South Africa
EuroBLECH. The machine has a maximum 2kW laser
source and a single table. It is a very viable option for
those customers that want to get into laser cutting on a
small scale but don’t want to pay the full system prices
and are not prepared to settle for inferior brands to meet
their budget. Another impressive addition to the Durma
range is the 5-axis fiber laser system designed for the
automotive and aerospace industries and of course our
very capable tube laser systems also featured at the
exhibition.”
“Another prominent factor this year was the level of
automation offered, from fully automatic panel folding
to robot bending cells and robot welding systems. The
emphasis seems to be on minimising labour, while
increasing levels of productivity, with user-friendly
solutions. Of course Durma are amongst the leading
Emre Kostur and Murat Bolu, both of Durmazlar with Byron Gueffroy
companies that are able to offer products to meet
of Durma South Africa in the middle
customer demands. Durma’s solution for this type of
manufacturing cell is the Durma PB series “Blue Bend”
When planning my visit to EuroBLECH this year, I was
panel benders and the Durma AD-ES 1240 ROBOTCELL.”
sure I would see another increase in the number of fiber
“This year surface finishing of components was
laser machines offered by the manufacturers and I was not
also prominent and many manufacturers exhibited their
wrong. Fiber laser technology has taken the world by storm
capabilities.”
and it is showing no slowdown in both technology and the
“EuroBLECH is still the exhibition to attend when it
laser power sources. For example, this year Durma had a
comes to sheet, plate and structural steel machinery and
10kW linear drive system on display, which was equipped
equipment. For me it has never been a disappointment to
with an automatic loading and offloading system. And they
attend the exhibition and it will take some effort to beat
are already talking about 12kW and 15kW options in the
this informative and professionally run exhibition. I look
near future.”
forward to visiting again in 2020.”
“Durma also launched a budget fiber laser at

Peter Bernard and Daniel Kobza, both of MicroStep with
Ludwig Ollermann of MicroStep South Africa

Chris Dale of Dale Automation with Gerald Anthony
of P&A Fabricators

Alistair Simpson of R.A.W. Projects

Malcolm Moriarty of Metal Chip Machinery, Doret and
Nick van Deventer of NJW Engineering Services with
Fabrice Tima of Kaltenbach
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Calvin Ungerer – Triangle Plasma Cutting

Calvin and Tania Ungerer, both of Triangle Plasma Cutting

Hannes Pretorius of First Cut, Freddie Visser of
Stainless Plate Products, Andrew Broekhuisen of Aluminium Trading
and Leon Van Wyk of IJP Filing & Labelling

“This was our first visit to the EuroBLECH exhibition
and we were overwhelmed by the size of the exhibition and
the quality of the machinery that was on display. We spoke
to many different exhibitors and our eyes were opened
to a whole different type of technology, with all the guys
showcasing their top robotic equipment. However, in our case
robotics will not work for us as we are a cut-to-size company. I
do believe though that some of the bigger local manufacturers

will be able to follow the robotic trend.”
“We on the other hand are interested in the new fiber
technology. The speed at which the new fiber lasers are
cutting is astonishing. The time saving as well as the energy
saving factor is a plus point, especially for South Africa with
our energy sources that are not up to scratch. I am not sure
as to when and where this fiber technology will take us, but I
think it is worth keeping your eyes on it.”

Ferdie van der Merwe and Johan van der
Merwe, both of Rhino Canopies

Ansie and Shaun Alcock of Banella Metals

Vaughn Hanwith Horden of
F&H Machine Tools

Ben Steenkamp of Fabrinox, Vincent Harth
of Metal Chip Machinery and Jukka Hakala
of Coastone

Steve van Wyk of First Cut with Dirk Jan
Potharst of Voortman

Yagambaram Moonsamy and Rodney
Moonsamy, both of Reliable Sheetmetal
Fabrication and Roofing cc with Neobalan
Govender of Denvern Auto Renovators
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Andrew Poole – First Cut

Andrew Poole – First Cut

Gareth Jackson of First Cut with Fred Weber and
Jean-Paul Peroace, both of Bystronic

“EuroBLECH 2018 provided a fantastic opportunity for
our customers and suppliers to interact and discuss areas
of their businesses. I found that the focus this year was
less product orientated and far more orientated towards the
areas of software and automation as the manufacturers
move towards integrating Industry 4.0.”
“The cutting speeds of Bystronic’s new 12kW fiber laser
were simply mind blowing. However, it was patently clear

Paul Dreyer of Lasercraft

that unless the logistics around the machine are addressed,
in the form of loading and unloading, these speeds will
be rendered ineffective for those that purchase these
machines.”
“It was by some distance the most successful show
First Cut has attended and this was boosted by a number of
new customers ordering machines and equipment from our
suppliers.”

“Once again this all leads you to think that the top of the pinnacle has been reached
in terms of technology now available. However, wait until the EuroBLECH 2020
exhibition and so the cycle will repeat itself with more innovation being introduced
- this is what makes the EuroBLECH exhibition so special, a forum where you can
learn and keep up-to-date with technology and industry trends.”

Thys de Villiers – TRM Supplies

Thys de Villiers of TRM Supplies with Stephan Pfluger of SEI Laser

“My first visit to EuroBLECH was overwhelming and
offered so much more than I expected. It’s the world’s largest
exhibition for the sheet metal working industry with exhibitors
from across the world participating. This year, the show was
mainly influenced by the topics of digitalisation and Industry
4.0.”
“I had the privilege of visiting a number of our suppliers,
discussing future prospects, advancements and feedback
for improvements, but also to get to know our suppliers on a
more personal basis, away from home and the office.”

“The suppliers that we deal with that exhibited included
SEI Laser Deutschland GMBH from Germany, Yangli China,
Hugong China, Great Dragon China and SPI Lasers UK.”
“What it meant for me was to experience up close the
very latest industry trends and innovations for the various
manufacturing environments, as well as to find out about
solutions in the field of sheet metal production. Practical
demonstrations drew attention at every exhibitor’s stand
with companies demonstrating individual applications
to entire solutions for both big companies and small
businesses.”
“The machines on display are of world-class quality and
automation was prominent across the whole exhibition. It
was fascinating to see how machinery and technology has
evolved and advanced over the years. There are constant new
developments and solutions, from the smallest companies
to the recognised leading manufacturers of sheet metal
equipment.”
“The passion for sheet metal working was noticeably
overwhelming from not just the exhibitors but also from each
and every single person visiting, young and old. Overall the
positive results I heard from exhibitors was that it was a
successful show and they also stated that they had made a
large number of new business contacts.”
“From myself, I admired the range of the products on
display as well as the quality of the exhibition stands and the
many live demonstrations of digital processes. What a success
it was for me and I am sure for the many other
South Africans that visited!”
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Willie Jones – Jones Masjiene

Ciska and Willie Jones of Jones Masjiene

“A good start to survive in an ever changing market
to keep manufacturing costs low is to keep up-to-date
with new manufacturing technology and to embrace the
technology. A visit to EuroBLECH offers you the opportunity
to rethink strategy, evaluate new plans and to fill one’s
mind with weird and wonderful ideas.”
“A few years back old school boilermakers, machinists
(fitters and turners) and welders were the back bone of
every machine and sheet metal workshop. As technology
changes you do not need these special skills anymore. A
few mouse clicks in a virtual world on a CAM programme
allows you to prepare the process for a part to be laser cut,
bent and welded. In reality the process is faster and more
accurate than it used to be marking out the job as we did
in the past. Speed and accuracy have improved and one is
able to manufacture continuous quality parts and a quality

Uli Retter and Peter Retter
(Kare Sheetmetal Products)

Gideon Muller of Sabenza Steel
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Cindy Conlong and David Conlong (Scaffex)

part adds up to a quality product.”
“Offline programming of robots in a virtual world is
the dawn of a new era for robot applications and robot
assisted manufacturing. Offline robot programming is
also slowly catching up with the way milling and turning
machines are programmed and operated. The factory
of the future is a world where the virtual and reality are
intermixed. Already these cell’s with an operator with
virtually no experience will be able to produce quality
finished products.”
“Already our newly acquired Valk welding robot cell with
Panasonic DTPS offline programming software produces a
better quality weld than skilled welders can produce. What
makes this installation and investment by us so amazing
is that the programmer’s do not have any prior welding
experience.”

Simon Smith and Wernhard Bernardo
both of Southey Group

Manus Potgieter of PIM with Fabio Lovatin of Salvagnini
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Udo Schenach and Andelle Schenach of
Flashing Centre

Francesco Tallarico of Talmac



Rick Ferreira – Amada

Mark van der Vyver of Crest Information Systems, Barry Page and Rick Ferreira, both of Amada with
Gary van der Vyver of Crest Information Systems

“After the change of political leadership in South Africa
from late December 2017 had created a somewhat euphoric
business climate in early 2018 before subsiding into a
technical recession in the first two business quarters, along
came EuroBLECH 2018. Once again I was pleasantly surprised
by the number South Africans who visited our stand, all of
them wanting to share and compare product information
of what they had seen at the exhibition and also give an
indication of what their plans and requirements are for the
future.”
“As is the norm for an exhibition of this magnitude
all manufacturers present go ‘all-out’ to showcase their
innovation and enterprise with the release of their latest
range of products. This year was no exception. For the 25th
edition of EuroBLECH, the main focus points were Industry 4.0,
big data and digitalisation. Amada had already realised the
importance of these concepts and embraced the technologies
back in 2010 when they launched the VPSS (Virtual Prototype
Simulation System). The system offers advantages in terms
of streamlining complex processes, reduces the cost of
collaboration between designers and manufacturers by
optimising the design iteration process, increases machine
utilisation (up to 85%), lowers costs per part and reduces
scrap, a drastic lead-time reduction, traceability of products,
utilises a full suite of CAD/CAM software to enhance and
verify sheet metal products, moves setup off the shop floor,
manages machine productivity and maintenance controls,
retrieves data and the utilisation of the data allows you to gain
shop floor control (ownership of information), amongst others.
Today, productivity and efficiency is even more enhanced with
VPSS with the introduction of the new generation of Apps and
software that are used to monitor and control the networking
of machines.”
“Most of the OEM manufacturers have targeted the

automation area of fiber laser, bending and welding operations
linking it to Industry 4.0 application systems that are feeding
on global demand for less input and increased output.”
“Once again this all leads you to think that the top of
the pinnacle has been reached in terms of technology now
available. However, wait until the EuroBLECH 2020 exhibition
and so the cycle will repeat itself with more innovation being
introduced - this is what makes the EuroBLECH exhibition so
special, a forum where you can learn and keep up-to-date with
technology and industry trends.”
“A slightly negative observation was that to me it seemed
that the number of visitors to the exhibition were down as
compared to previous exhibitions and what is normally the
engineering student visitor day (Saturday), was cancelled.
Could this be a prelude for a tighter economic time
approaching the European market?”

Ryan Lipa and Wayne Rohrs, both of Amada
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Accelerating technology through
IoT connection at JIMTOF 2018

Having just visited EuroBLECH 2018 in Hannover, Germany where there was a big emphasis by
exhibitors on digitalisation, artificial intelligence (AI) and Industry 4.0,
I did not expect anything less at JIMTOF 2018, especially as the theme for the exhibition was
‘Connected by technology for the future’.

JIMTOF is always held at the Tokyo Big Sight exhibition grounds, officially known as the Tokyo International Exhibition Centre,
which is conveniently linked to an efficient public transport system that will move you seamlessly to downtown Tokyo,
and is close to a number of first-class accommodation choices

A

t the previous JIMTOF – The Japan International Machine
Tool Fair – in 2016 I reported how those manufacturers
of metalworking equipment that exhibited had embraced
the beauty and concepts of the rapid move toward smart
factories in which smart machines are fully networked.
In one of the press conferences at JIMTOF 2016 that the
international press attended I asked Dr. Eng. Masahiko Mori,
President of DMG MORI Company Limited, what he thought
was the ‘Wow!’ factor of JIMTOF 2016. He was unequivocal
in his answer: “The Internet of Things (IoT) and the Smart
Factory.” He certainly was correct and this was evidenced
throughout the exhibition. Even the organisers JMTBA adopted
IoT as the show theme with the title “The Future Starts Here.”
The theme for the 2014 show was Monozukuri DNA. Loosely
translated the phrase means: “An inspired approach to the
art and science of making things should be at the core of
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our beings”. Now it is all about monitoring and then making
decisions.
So what could I learn or expect from the theme for JIMTOF
2018 - ‘Connected by technology for the future’. After all
the Japanese OEMS had two years prior already displayed
how far advanced they were with the Smart Factory concept
– a concept they had already been implementing into their
manufacturing processes for many years prior to 2016 – and
IoT.
The organisers of the exhibition promoted the six
‘Connects’ as the main features of the exhibition, these
being: Connecting cutting-edge technology with the visitors;
Connecting the visitors with the exhibitors; Connecting the
technology experience with the visitors; Connecting Japan
with the world; Connecting students with the future and;
Connecting people with a comfortable space.


An international press conference was held on the third day of the
show and the media were addressed by Mr Yukio Iimura - Chairman of
the Japan Machine Tool Builders’ Association (JMTBA) - seen here in
the centre of the picture. Also in the picture are Mr Norikazu Shigitani
- Chairman of Trade Fair Committee, JMTBA, Mr Tsuneyuki Ishii Chairman of International Committee, JMTBA, Mr Masayoshi Amano
- President of Japan Machine Tool Builders’ Association and Mr Minoru
Kogure - Executive Vice President & CEO of Tokyo Big Sight Inc

The organisers of JIMTOF 2018 also promoted a special
exhibit and entitled it ‘Connected Industries Showcase@
JIMTOF2018 – A New Era of Manufacturing IoT +
Manufacturing = Challenge for Connect’. The special exhibit
used an IoT platform and connectd over 300 machines
displayed in the exhibition halls as if the Tokyo Big Sight

The Smart Factory concept was very evident at JIMTOF 2018 as
was digitalisation, artificial intelligence (AI) and Industry 4.0

exhibition venue was one big factory. Machine tools, robots,
inspection devices and other equipment from 72 exhibitors
were connected via Fanuc’s Field IIoT system to form a
‘connected factory’. Monitors in this display area showed
the condition of machines throughout the show’s eight halls.
However, this really was an example of what is possible by
using automatic data transfer.
Held concurrently with JIMTOF is the International
Machine Tool Engineers' Conference (IMEC), which has been
hosted and organised by the Japan Machine Tool Builders’
Association for the last 18 occasions of the exhibition. The 
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The areas connecting the halls were very busy

The aisles in the halls were continually full of activity

take these environmental changes into account have to be
developed, the organisers explain.
This is the dilema of the machine tool industry at the
moment, I believe. Developers, researchers, OEMS and
manufacturers are all struggling with what is next and how
do they keep machine tool technologies evolving? Machine
tools are made for manufacturing components with a desired
shape and the emphasis has been on precision and efficiency
in recent years. The introduction of 5-axis and multi-tasking
machines certainly went a long way to account for these
demands.
The advancement and development of machine tool
control software and the associated CAD/CAM programmes
have seen machines become ‘intelligent’, including the
operators. Substantial progress has also been made in
the actual physical properties of a machine tool that are
necessary for machine tools to conduct high precision
machining work, both for short and long term usage. These
include geometric adjustments and thermal deformation
advancements.
Some of the other keynote addresses at the conference
included Smart factories utilising IoT and AI and; The current
and future of metal additive manufacturing.
Smart factories utilising IoT and AI
In recent years the manufacturing industry has witnessed
the dramatic progress of digitilisation and networking
typified by Industry 4.0, the Internet of Things as well as
the introduction of artificial intelligence. As a result the
manufacturing industry environment with machine tools at its
core is undergoing huge changes. Currently, the public and
private sectors are proactively deploying various measures to
realise ‘Connected Industries’ in which new value is created
through different kinds of connections.
The current and future of metal additive manufacturing
There is growing interest in additive manufacturing (AM)
technologies, and the application of various AM techniques in
the manufacturing workplace is being pursued. In particular,
a marked growth in demand for metal machining using AM is
being witnessed.

On some stands it was difficult to get access

aim of the conference is to share information on the latest
machine tool technology with an emphasis on exploring
emerging technologies and innovation. For 2018 the theme of
the conference was ‘Future Monozukuri Now into View’ – see
above for meaning of monozukuri.
One of the keynote sessions presented at this conference
was entitled: Machine Tools Responding to the Changing
Production Environment. It is explained that the environment
surrounding the machine tools that serve as the bedrock
of industry is changing remarkably - more than in the past
due to the mutual influence of political, social, economic
and technological factors. Moreover, new machine tools that

74 METALWORKING NEWS

V17.6

January 2019

Machine tools with new functions and structures
The most interesting topic at the conference was: Machine
tools with new functions and structures. In order to logically
construct the manufacturing environment of the future, there
will be a need for new machining functions and innovative
machine tools equipped with structures that make it possible
to attain these new functions. Discussed in this session
was the application of new materials to structural materials,
ideal structural design for machine tools, the machining
principles and structure design for the latest gear machining
technologies, the results of ultrasonic-assisted machining
technologies used on difficult-to-machine materials and
related elemental technologies.
The collaboration between robots and machine tools advancing automation
The conference aside one of the most noticeable aspects
of JIMTOF 2018 was the use of robots in various situations,
both with man and machine in attendance. Why, you ask,
because robots have been around for some time in the
machine tool industry. The answer is: Full automation with
robots is a must going forward if companies want their
Smart Factories to operate at maximum performance and
productivity. The collaboration between robots and machine
tools has therefore attracted much attention in recent years.



The automation of various production processes with robots is going
to intensify and machine tools in the future will be designed on the
assumption that they are used with robots

Robot capability may soon be taken for granted with easy
automation of part measurement. Shown here is a Yaskawa robot
tending a CMM

As have humans working together with robots in factories.
Many tasks on the shop floor can now be automated by using
robots, which will help to reduce work-related losses as well as
contribute to the bottom line.
Manufacturers will continue to need conventional robots
with safety guarding to prevent people from entering the
robots’ work area, especially when applications call for high
speed or payload capacity, but there are more applications
being developed.
For example Makino had its iAssist - an autonomous
collaborative robot for the machine tool industry that uses
a robot for machine tending – working on its stand. The
robot handles workpieces, electrodes, and tools and moves
smoothly and changes direction to go from one station to
another to get the job done. The robot is mounted on an
automated guided vehicle (AGV) that can move autonomously
from machine to machine. The AGV uses sensor technology
to safely guide it throughout a facility without bumping into
equipment or people as it is redeployed from one machine to
another.
In a similar situation of automation DMG MORI
demonstrated its AGV robot RV3. The RV3 is an autonomous
mobile robot that has been developed with the aim of realising
automation of logistics in the factory and supply of materials
under unmanned environments. Again the AGV has a robot
mounted on it which in essence is a collaborative robot or

a cobot as they are known. Cobots are generally used in
conjunction with people and use sensor technology to avoid
harming people in the same work area.
Fanuc demonstrated a number of situations where one
or more robots can be used. Dubbed their Robot Corner they
had robots moving on an AGV, another collaborating with
people without any safety fences as well as those deployed
to move heavy loads. Fanuc have separated their cobots from
their payload and Scara robots by presenting them in a green
colour and not the usual yellow.

Cobots are generally used in conjunction with people and use
sensor technology to avoid harming people in the same work area.
However, there were a couple of examples on show where they
were mounted on an AGV for machine tending

Recently appointed MD of Fanuc South Africa Marc Mahl
attended JIMTOF 2018. He is seen with Tomonobu Sakuragawa
of Fanuc Japan
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CNC machines with robots
There were a number of machines on display that had
articulated robot loaders mounted in the machine’s work area
for part loading / unloading. The robot operating system does
not require teach-in during new job setups, and it can perform
collision-free movement while machining on a part is being
performed. The robot can store three different end effectors
and change over as needed according to the application.
Another advantage is that integrating the robot into the
machine conserves floor space.
But it wasn’t just the machine tools that had robot
applications on display. In the halls where there were mainly
exhibitors from the tooling and metrology side of metalworking
there were many examples of companies making use of

robotic automation.

Robots were evident throughout JIMTOF 2018. Shown here is a six-axis Fanuc M-2000iA manipulating a section of an airplane fuselage.
The payload capacity of this model is 2 300 kilograms but is still not the largest in the Fanuc stable

Another robot application standout was on the Mazak
stand where the company was exhibiting its recently launched
new laser model - the Optiplex 3015 6kW DDL (Direct Diode
Laser). Operating within a cell the Optiflex had a Yaskawa
payload robot loading the sheets and then offloading
processed components. Referred to as the Mazak Smart
Cell automation system, it has been developed to complement
machines in the Mazak laser portfolio. The Smart Cell
system has a small footprint and compact layout along
with an ergonomic design for improved access and ease
of operation. The automation cell can be programmed
offline and, when in operation, offers detailed reporting of
production status and operation, automatic parts separation
detection and dynamic kinetics to calculate weight and
optimise speed. Most importantly, Smart Cell offers an
Industry 4.0 ready solution for laser users and has an

Another robot application standout was on the Mazak stand where
the company was exhibiting its recently launched new laser model
- the Optiplex 3015 6kW DDL (Direct Diode Laser). Operating
within a cell the Optiflex had a Yaskawa payload robot loading the
sheets and then offloading processed components. Referred to as
the Mazak Smart Cell automation system, it has been developed to
compliment machines in the Mazak laser portfolio
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open interface to aid further expansion.
DMG MORI moves to Hall 8
In 2016 JIMTOF was one of the first exhibitions to occupy
the new Hall 7 at the Big Sight Tokyo International Exhibition
Centre. It was mainly occupied by international exhibitors
that showcased a wide selection of equipment for the various
operations in metalworking. In fact it was a disorganised hall
but to give the organisers their due they did recognise this fact
and were prepared to change it for JIMTOF 2018. Hall 8 was
also new but did not have a single exhibitor in it.
2018 saw a completely new approach. Traditionally DMG
MORI had occupied a large space in Hall East 3. It must have
taken some negotiating to get the company to move to Hall 8
for JIMTOF 2018 but judging by how busy their stand was I am
sure it was a resounding success for DMG MORI.
At the same time the organisers took the opportunity
to locate those companies involved in precision measuring,
optical measuring, testing machines and related
instrumentation into Hall 7. Again a very sensible decision as it
freed up space in Halls 1 and 2, where these companies were
previously located, for more tooling companies to exhibit.
There were many new products shown at JIMTOF 2018
for the first time – too many to mention. On display was the
latest technology and equipment from Amada, DMG MORI,
Okuma, Kanzaki, Nakamura-Tome, Hamai, Mitsui Seiki
Kogyo, OKK, Yamazaki, Yasda, JTekt Corporation, Makino,
Toyoda, Mazak, Hitachi, Citizen, Toshiba, Mitutoyo, Mitsubishi,
Kawasaki, Yaskawa, Kitagawa, Matsuura, Nikon, Sodick,
Kitamura, Brother, Citizen, Enshu, Fuji Machines, Howa, Ikegai,
Koike, Murata, Takisawa, Tsugami and Yasda – all machine
manufacturers that are Japanese owned.
All the big names in tooling and metrology also had stands
including Sandvik Coromant, Iscar, TaeguTec, Mitsubishi
Materials, Hexagon, Kyocera, Tungaloy, Walter, Kennametal,
Zeiss and Renishaw.
But it was not just about work
The organisers certainly look after their international



On the busy Mazak stand the Integrex e-1250V/8 AG hybrid Integrex
for gear cutting attracted a lot of attention. Mazak is one of the
leaders in integrating multi-tasking machining. With this machine
gear cutting processes such as gear milling, gear skiving and gear
hobbing are ‘Done-In-One’ and the machine includes measurement
functions

But it was not just about work. The organisers certainly look after
their international VIP visitors and treated us to an international
dinner that showcased Japanese culture at its best and a special
programme to visit the Great Budha in Kamakura. The Great
Buddha of Kamakura is a bronze statue of Amida Buddha, which
stands on the grounds of Kotokuin Temple. With a height of 11.4
metres, it is the second tallest bronze Buddha statue in Japan,
surpassed only by the statue in Nara's Todaiji Temple

VIP visitors and treated us to an international dinner that
showcased Japanese culture at its best and a special
programme to visit the Great Budha in Kamakura. The Great
Buddha of Kamakura is a bronze statue of Amida Buddha,
which stands on the grounds of Kotokuin Temple. With a
height of 11.4 metres, it is the second tallest bronze Buddha
statue in Japan, surpassed only by the statue in Nara's Todaiji
Temple.
We also had the opportunity to visit Hase Temple,
commonly called the Hase-kannon, one of the Buddhist
temples in the city of Kamakura in Kanagawa Prefecture,
Japan, famous for housing a massive wooden statue of
Kannon - the 11-headed goddess of mercy - before enjoying
an 11-course meal of Japanese specialities at Hikage-chaya
restaurant.
I was one of a select group of international journalists
from the USA, Germany, China, Taiwan, Czech Republic,
Brazil and South Africa to be invited by the JMTBA to attend
JIMTOF 2018. I must thank the management and staff of
the JMTBA sincerely as we (the international journalists and
editors) were treated royally. I would personally like to thank
Ms. Keiko Honda, Assistant Manager, International Marketing
Department of the JMTBA for so expertly organising all my
travel and accommodation arrangements.
JIMTOF 2020
The 30th Japan International Machine Tool Fair is
scheduled to open in Tokyo Big Sight for 6 days from
November 7 to 12 December 2020.
It will be intereting to see what digitalisation, artificial
intelligence (AI) and Industry 4.0 has done to the industry.

Traditionally DMG MORI had occupied a large space in Hall East
3. It must have taken some negotiating to get the company to move
to Hall 8 for JIMTOF 2018 but judging by how busy their stand was I
am sure it was a resounding success for DMG MORI. In the photo is
Dr.-Ing. Masahiko Mori, President of DMG MORI Company Limited
and Christian Thönes, Chairman of the Executive Board of DMG
MORI AG on the occasion of the DMG MORI press conference

Fanuc’s Robot Corner included cobot robots working in conjunction
with humans

The automation of various production processes with robots
is going to intensify and machine tools in the future will be
designed on the assumption that they are used with robots.
And of course accelerating technology through IoT connection
is going to play an even bigger role.
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Trumpf acquires laser diode
division of Philips

Trumpf focuses on new business fields in a deal that will see the German industrial laser
giant diversify into 3D sensing and data transmission applications. Biggest acquisition
to date since the acquisition of JFY in China in 2013.

T

rumpf has announced that it has acquired 100 per cent
of Photonics GmbH from Philips, headquartered in Ulm,
Germany. This opens up a new market segment for Trumpf
in addition to its existing business with high-power diode lasers
and expands its product portfolio. Laser diodes from Philips
Photonics are used, for example, in smartphones, in digital
data transmission, and in sensors for autonomous driving.
Photonics GmbH employs around 280 people.
“With this acquisition, we want to open up new product
fields and expand our existing portfolio at a strategically
important point,” said Trumpf boss Nicola Leibinger-Kammüller.
Through the acquisition, Trumpf will expand its access to
fast-growing markets in the photonics and digital products
sectors.
Lars Grünert, member of the Group Management Board,
responsible for the new Trumpf product field and Chief
Financial Officer, added: “Philips Photonics employs a large
number of very good developers who have opened up new
areas of photonics and who will strengthen our research and
development area in the long term. Together we want to further
develop the Photonics division.”
Trumpf invested almost 340 million euros in research and
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development in the past fiscal year 2017/18. This corresponds
to a development ratio of 9.5 per cent.
“Since our foundation in 2000, we have grown strongly.
More than half a billion cell phones worldwide are equipped
with laser diode technology from Philips Photonics,” said
Joseph Pankert, Business Leader of Philips Photonics.
“We are very excited to become part of Trumpf. This will
ensure that the division can continue to grow in a highly
innovative company in the future,” Pankert continued.
Philips Photonics is headquartered in Ulm, Germany, where
the laser diodes are also manufactured in a high-tech facility.
Further locations are Aachen, Eindhoven in the Netherlands,
and sales offices in Shenzen, Shanghai, and Qingdao in China.
Both companies have agreed not to disclose the purchase
price. The transaction is expected to be completed in the
second quarter of 2019. The authorities still have to approve
the acquisition.
With the VCSEL (vertical-cavity surface-emitting laser)
laser diode, the light is emitted perpendicular to the plane of
the semiconductor chip, in contrast to the edge-emitting laser
diode, where the light exits at one or two edges of the chip.
VCSEL diodes are inexpensive to manufacture.

Sandvik acquires US based Dura-Mill

S

andvik Coromant, a division within Sandvik Machining
Solutions, has reached an agreement to acquire the
privately owned US-based company Dura-Mill Inc.,
a manufacturer of precision solid carbide end mills. The
acquisition enhances an already strong position and product
offering in North America and primarily within the Aerospace
segment.
“The acquisition is aligned with Sandvik Machining
Solutions’ focus on growing the round tools business.
Dura-Mill will add even stronger capabilities for managing
customised end mills,” says Klas Forsström, President of
Sandvik Machining Solutions.
“I am very pleased that we have reached an agreement to
acquire Dura-Mill and make them part of Sandvik Coromant.

Dura-Mill is a world-class manufacturer of solid round tools for
the metalworking industry, serving industries like Aerospace,
Automotive, Power Generation and Medical. I am convinced
that our combined knowledge in products and solutions
will greatly benefit our customers,” says Nadine Crauwels,
President of Sandvik Coromant.
In 2017 Dura-Mill had revenues of USD 7.2 million and
30 employees. The parties have agreed not to disclose the
purchase price. The deal is accretive to earnings per share
from the start.
For further details contact Sandvik Coromant on TEL:
0860 101 008 or Mary-Ann Haylett on TEL: 011 570 9615,
or email: mary-ann.haylett@sandvik.com or visit
www.sandvik.coromant.com

DMG MORI AG takes 30% stake
in Indian software firm having
additive manufacturing focus

D

MG MORI AG, the
€2.3 billion turnover
German part of
€3.3 billion turnover
Japanese-German
machine tool giant DMG
MORI, has taken a 30%
stake in Indian additive
manufacturing software
firm Intech.
Already supplying
software for use with
DMG MORI’s Lasertec
SLM series, the Indian
firm develops software
to support additive
manufacturing and
incorporates machine
learning and artificial
intelligence elements.
The company says it will
soon launch “Numerous
solutions, aiding users
with ease of machine
operations and process
control, producing
quality components at
optimised costs, thereby
empowering customers to adapt this technology quickly.”
“With Intech, we strengthen our global footprint in
India and accelerate innovative development in additive
manufacturing. First time right - that means being fast
towards the first good part. We are actively pushing ahead
with integrated series solutions along the whole process
chain for generative manufacturing,” said Christian Thönes,
chairman of the executive board of DMG MORI AG.
Sridhar Balaram, CEO of Intech, adds: “Leveraging

synergies is key, and the collaboration is a perfect fit of
hardware and software. [Our] Optomet [software] can
also be applied to other key technologies of additive
manufacturing, such as Direct Energy Deposition and Binder
Jetting. Optomet is a game-changer for the whole additive
manufacturing market.”
A new software offering, Optomet automatically
calculates optimal process parameters, with this simplifying
programming, resulting in a markedly improved surface
quality, as well as reproducible material properties.
METALWORKING NEWS
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PRODUCT

REVIEW

SafanDarley R-Brake:

The flexible bending cell

T

he SafanDarley R-Brake is a revolutionary
bending-cell concept based on the SafanDarley
E-Brake press brake. For the SafanDarley
R-Brake, the press brake and the robot have been
integrated into a single system. The robotic arm
moves horizontally along a six metre long traverse at
the top of the press brake. A feature of the bending
cell automation is that it ensures that the floor in front
of the press brake is free for positioning sheet-fed and
discharge tables.
Compactness
The SafanDarley R-Brake has a compressional
force of 130T and a bending length of 3 100mm.
The robot arm has a capacity of 50 kilograms. The
SafanDarley R-Brake’s robotic arm can be moved
horizontally on a track in front of the machine, which
leaves the floor in front of the press brake free for the
pallets containing the sheets to be bent and positions
to stack the bent products.
Off-Line programming
The second automation solution that SafanDarley exhibited at EuroBLECH
For the off-line programming SafanDarley offers
2018 was the E-Brake 35T Mini Cell. This system is characterised by its
the RoboWave programming software which enables
compactness, making it ideal for bending smaller sized parts. The optional
the user to make programmes for the bending cell and
automatic tool and gripper change function makes it possible to quickly
switch between different products
make an accurate simulation. The setup times of the
SafanDarley R-Brake are reduced by using this software.
Vision system
The machine comes equipped standard with a
positioning table but optionally the basic model can
be equipped with a vision system for defining the zero

position of the sheet. Double sheet detection is
safeguarded by an optional sheet weight sensor, which
will be mounted in the gripper.
Bending without crowning
As a further evolvement of the SafanDarley E-Brake,
the SafanDarley R-Brake comes with all the benefits of
the innovative E-Brake technology. This includes the
unique patented pulley drive in the top beam, which
delivers an even, direct distribution of forces. This makes
it possible to obtain the most accurate and constant
bending angle along the full range of the machine
without the need for crowning.
Easy touch screen control
Every operator can operate the
SafanDarley R-Brake without problems,
thanks to the SafanDarley touch screen control
system. The system can be programmed very quickly
and accurately thanks, among other things, to a ‘self
learning’ database of materials, tools and previous
(corrected) bendings.
Another benefit is that the machine also can be
operated manually if necessary.
For further details contact CML Machine Tools
on 0861 422 423 or visit www.cmlmachines.co.za

SafanDarley exhibited the new R-Brake 130T at EuroBLECH 2018. With
the R-Brake, the press brake and the robot are integrated into one system
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New Sandvik Coromant insert
grades boost steel milling
operations
Latest milling grades improve tool life and process security.

C

utting tool and tooling systems specialist Sandvik
Coromant is launching GC4330 and GC4340,
two new insert grades for steel milling.
With the development of advanced production
technologies, such as a new substrate,
Inveio® coating and an improved posttreatment technology, the new grades
provide great opportunities for substantially
increased tool life and process security
in comparison to the previous generation
GC4230 and GC4240 grades, which will now
be superceded.
Manufacturers face many challenges
when milling ISO P workpieces. For instance,
some hard and abrasive steels can generate
wear along the flank face of the insert,
especially at higher speeds and longer time
in cut. In addition, machining in unstable
conditions due to compromised clamping or
long overhang elevates the risk of insert chipping,
while thermal fluctuation during machining, especially under
wet conditions, can cause crack formation and subsequent
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sudden breakages.
“Our new grades overcome these issues
in many ways,” states Magnus Engdahl,
Product Application Manager at Sandvik
Coromant. “For instance, the optimised
Inveio® coating increases wear
resistance and tool life dramatically,
without jeopardising security. With
its unidirectional crystal orientation,
the coating has a high
resistance to thermal
cracks, which in
turn promotes
long and reliable
tool life, a factor
further supported
by a new posttreatment process that
strengthens the insert by
modifying its mechanical properties.”
A newly developed substrate provides
well-controlled grain size distribution, which
provides more reliable and predictable
tool behaviour. In addition, consistent tool
life is supported with more narrow edgerounding (ER) tolerance. Increased tool life
will deliver reduced cost per component,
while improved process security gives a
predictable performance and less downtime,
not to mention higher component quality.
GC4330 is a medium hard grade and
is the first choice for roughing to semifinish face milling, with the tough GC4340
grade preferred for rough shoulder milling
and groove milling. Wet and dry machining
is supported, although dry machining is
recommended.
Both GC4330 and GC4340 are available
in the following product families: CoroMill®
390 and CoroMill 490 for shoulder milling;
CoroMill 345 and CoroMill 745 for face
milling; CoroMill 210 for high-feed milling;
CoroMill 200 for profile milling; and CoroMill
331 for grooving and parting off. Although
the grades are optimised for steel, they
also offer suitability for mixed production
involving ISO K (cast iron) and ISO M
(stainless steel) workpieces.
For further details contact Sandvik
Coromant on TEL: 0860 101 008 or MaryAnn Haylett on TEL: 011 570 9615, or
email: mary-ann.haylett@sandvik.com or
visit www.sandvik.coromant.com

Trumpf ushers in new era of
autonomous factories
Connected production environment gives rise to the smart factory.

The TruLaser Center 7030 system - described as a self-learning machine. The TruLaser Center 7030 repeats the removal cycle of the parts
several times if necessary. The machine processes and assimilates each of these retry attempts and learns from them

T

rumpf showcased numerous solutions for autonomous
factories at EuroBLECH 2018. The company presented
a range of digitally connected applications for sheet
metal processing that are designed to make manufacturing
processes simpler and more efficient.
“As they become increasingly autonomous, our machines
are taking on more tasks and making life easier for the people
who work with them. But you can only unlock these benefits
with a connected, intelligent production environment. That’s
what enables us to achieve productivity gains and secure
our customers’ competitive edge - and artificial intelligence
is the key,” says Heinz-Jürgen Prokop, Chief Executive Officer
Machine Tools at Trumpf.
The focus should fall on connected machines and
processes. Combined with intelligent data analysis, Prokop
argues, is where the biggest productivity gains can be
achieved.
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Self-learning machines: Smart sensors: Active speed
control
At the event itself, Trumpf highlighted that focus through
its TruLaser Center 7030 system - described as a self-learning
machine - from programming to part sorting, everything it
does is completely automated.
“We’ve already started using intelligent data analysis
to improve the processes executed by this machine. By
incorporating customer feedback in the form of data, our aim
is to steadily perfect the entire system. Artificial intelligence is
the next stage of Industry 4.0,” said Thomas Schneider, who
heads up machine tool development at Trumpf.
A good example is the machine’s unloading unit. The pins
that lift the sheet out of the scrap skeleton are designed to
ensure efficient and reliable part removal using suction cups.
If the pins fail to get it right the first time around, the machine
initiates a new part removal cycle on its own, without requiring 

any intervention. It then repeats this cycle as
many times as necessary until it works. The
machine processes and assimilates each of these
retry attempts and learns from them.
The company also launched the latest
generation of its TruLaser Cell 7040, one of the
most productive and versatile 3D laser systems
in the world, it says. The TruLaser Cell 7040
comes with a number of new automated features,
alongside cloud-based machine analysis, and
integrated smart sensors that ‘take laser cutting
speeds to a new level’.
“This year’s EuroBLECH sees Trumpf
present a major milestone on the road toward
autonomous machines: Active speed control,”
said the Ditzingen firm. “With this new feature,
the system looks straight through the nozzle right
at the cutting zone, monitoring it in real-time and
autonomously controlling the feed rate of solidstate laser machines.”
The new function is said to ensure a more
reliable process for both flame and fusion
EuroBLECH saw Trumpf present a major milestone on the road toward autonomous
machines: Active speed control. With this new feature, the system looks straight through the
cutting, reducing scrap and saving on rework,
nozzle right at the cutting zone, monitoring it in real-time and autonomously controlling the
with the active speed control feature responding
feed rate of solid-state laser machines
immediately to any changes in the material being
processed.
“The system allows users to achieve tangible
cutting process - the system telling an operator if there are
gains in productivity with their machines, significantly lowering
any deviations, which helps avoid scrap.
part manufacturing costs,” added the firm. One highlighted
For more information contact Retecon Machine Tools on
example is the ability to maintain the position of the laser
TEL: 011 976 8600 or visit www.retecon.co.za
beam in relation to the center of the nozzle during the entire

Networked manufacturing processes,
integrated automation and digital
service solutions with Bystronic
12kW ByStar Fiber presented for the first time.

B

ystronic presented its range of
networked sheet metal processing
solutions at EuroBLECH 2018,
including new automation and software
solutions for laser cutting and bending.
The firm has been focusing on
fusing the individual processes
relating to laser cutting, bending and
automation into a network of intelligent
components, which will allow users to
achieve a higher degree of flexibility
and transparency in their production
environment. In addition, with the new
software solutions users will be able to
Bystronic unveiled its new high-end 12kW ByStar Fiber laser cutting system that features a new
create quotes more rapidly, plan their
performance level in terms of speed. This will boost the profitability and speed of the cutting
production processes in an efficient
process right up to sheet thicknesses as high as 30 millimetres, Bystronic says. In order to
manner, and make the best possible
optimally integrate the higher laser power into the cutting process, Bystronic has
use of their resources.
rigorously enhanced the design of the ByStar Fiber’s cutting head
Within the networked environment,
upstream and downstream production
In its setup, loading and unloading automation is
steps are interdependent. This makes process reliability and
connected directly to the fiber laser, adds the Swiss machine
the preventive maintenance of all integrated systems more
tool firm. This handles the entire material flow between the
critical than ever before. Bystronic’s new service solutions will
laser and the integrated storage system, which supplies all the
help users increase the efficiency and process quality of their
raw metal sheets required for the cutting jobs: steel, stainless
production.
steel, aluminum, and non-ferrous metal sheets like copper
Bystronic unveiled what it claims to be a fully automated
and brass in thicknesses of up to 25mm.
laser cutting system, based around a 10kW ByStar Fiber
Finished cut parts and residual sheets are then returned
laser and an in-house-developed cutting head that adapts the
to the storage element, which has a maximum capacity of 24
beam’s focal point to match sheet thickness and material.
tons.
Bystronic also demonstrated a solution that
will enable the production line to be expanded in
the near future. ByFlex, an additional integrated
system, drills holes and cuts threads into sheet
metal parts prior to the laser cutting process.
In addition, a labeling function marks the parts
that are to be cut with a code. This allows all
the information about the sheet metal parts
that are being produced to be scanned in at the
downstream processing stations.

Bystronic has been focusing on fusing the individual processes relating to laser
cutting, bending and automation into a network of intelligent components, which
will allow users to achieve a higher degree of flexibility and transparency in their
production environment. Bystronic unveiled what it claims to be a fully automated
laser cutting system, based around a 10kW ByStar Fiber laser and an in-housedeveloped cutting head that adapts the beam’s focal point to match sheet
thickness and material
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ByStar Fiber: Laser cutting with 12 kilowatts
Bystronic projects promising prospects for its
new fiber laser. With 12 kilowatts, the high-end
ByStar Fiber laser cutting system feature a new
performance level in terms of speed. This will
boost the profitability and speed of the cutting
process right up to sheet thicknesses as high
as 30 millimetres, Bystronic says. In order to
optimally integrate the higher laser power into the
cutting process, Bystronic has rigorously enhanced
the design of the ByStar Fiber’s cutting head.
For further details contact First Cut on
TEL: 011 614 1112 or visit www.firstcut.co.za

OSG solid ceramic end mills
High efficiency ceramic end mills for heat resistant alloys.

O

SG Corporation announced the release of
its new ceramic end mill series for high
efficiency machining in heat resistant alloys.
Ceramic end mills have been developed as an
effective tooling solution for high efficiency roughing
of heat-resistant super alloys (HRSA), which are
widely used in the aerospace and energy industries.
HRSA are classified as hard materials that are
difficult to machine because of their excellent hightemperature strength and low thermal conductivity.
HRSA materials such as Inconel 718 have a
OSG’s CM-CRE end cutting edge type ceramic end mill
tendency to soften when temperature exceeds 700
Celsius, allowing easier cutting. As ceramic end mills
features optimum flute geometry to enable smooth chip
have high-temperature tolerance, they are a perfect
evacuation even at aggressive cutting condition. Its
fit for these hard materials.
negative cutter form increases cutting edge rigidity to
Ceramic end mills are roughing tools that
enable long tool life. The CM-RMS is available in four or
machine dry. High efficiency roughing is achieved
six cutting edge specification to accommodate individual
by applying the heat generated from the fast,
application needs.
dry cutting as a part of the cutting mechanism
The CM-CRE end cutting edge type ceramic end mill
while machining in the designated temperature
does
not only excel in flat surface milling, but also in 3D
range where the strength of nickel-based metal
applications, such as the machining of turbine blades. Its
decreases.
large-diameter specification reduces the risk of breakage
OSG’s ceramic end mill series employs an
during machining and enables optimum cutting speed
optimum ceramic grade ideal for high-speed
OSG’s CM-RMS
without being restricted by the capability of the machining
machining at high-temperatures in difficult-tofour and six
center. Furthermore, the CM-CRE is regrindable and can
cutting edge
machine materials such as Inconel 718, with
be reincarnated by cutting away the used portion.
ceramic end mills
roughing efficiency dramatically surpassing
Ceramic end mills enable higher cutting speeds
carbide end mills. Two types of ceramic end mills
and longer tool life versus conventional carbide end mills,
are included in the series - the CM-RMS peripheral cutting
which would not be able to tolerate such high-temperature
edge type and CM-CRE end cutting edge type.
machining condition. For manufacturers who are in search
Compared to carbide end mills, ceramic end mills are
of significantly greater productivity in hard rough milling
superior in hardness at high-temperatures. However, ceramic
operations, solid ceramic end mills may be the ultimate
end mills’ resistance against transverse stress are less
tooling solution.
than half of carbide end mills, making them easily prone to
For further details contact Somta Tools on
unexpected breakage when used under inappropriate cutting
TEL: 011 390 8700 or visit www.somta.co.za
conditions. To minimise sudden breakage, OSG’s CM-RMS

The Mazak Integrex AG series
for gear cutting
Integrating multi-tasking machining with gear cutting processes such as gear milling, gear skiving
and gear hobbing. Done-In-One processing with gear cutting and measurement functions.

M

azak is perhaps the company most associated with
multitasking - multi-axis machines that turn, mill and
more to make complex parts complete in a single
setup. However, a new class of machine from Mazak is
driving multitasking to a whole new level by bringing still more
processes into the mix.
Mazak’s new hybrid lineup combines additive manufacturing and joining processes including laser and multi-laser metal
deposition, hot wire deposition (an arc welding process), and
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friction stir welding. In the past, many parts produced with an
additive process would need finishing with traditional subtractive CNC machining. But these hybrids require no separate second machine and no additional setups, bringing “done-in-one”
multitasking to a wider range of applications.
The hybrid lineup also offers new ways to make gears on
five-axis machining centers
Current manufacturing in most industries makes wide use



of high-mix, low volume production in which a wide variety of
components are produced in small lot sizes. The production
of gears today follows this same trend. Conventional gear
production is performed by several processes by both
conventional machine tools and dedicated gear equipment to
produce gears. However, todays demands are for equipment
that can be integrated in flexible production lines that provide
reduced lead times for a wide variety of components. Required
gear sizes range from small 0.5-1.5 module (50.8-16.9 DP)
gears for automotive transmissions up to 8 module (2.95 DP)
gears for planetary gears used for construction machinery and
aircraft geared turbofans.
The new Mazak Integrex AG series are multi-tasking
machines integrated with gear machining, such as skiving,
hobbing, endmilling and gear measurement. This makes it
possible to perform all gear machining processes including
turning, gear measurement with Renishaw scanning probes. As
a result, this process integration realises high accuracy gear
machining and reduction of in-process time.
The Integrex e-1250V/8 AG hybrid multi-tasking machine
combines full 5-axis milling, powerful turning and pallet
changing with the Smooth Gear Cutting software package to
productively process complex parts and gears up to 1 450mm
in diameter and 1 600mm high in single setups.
The machine employs a 10 000rpm, 37kW milling spindle
that has a B-axis tilt of -30/+120 degrees for accurate
5-axis operations. Its 500rpm, 40kW direct-drive C-axis
turning table enables high-precision rotation in heavy-duty
cutting operations. High-speed and high-torque milling
spindle specifications are also available so the machine can
successfully meet a broad range of application requirements

involving materials such as titanium, aluminum and steel.
The axes incorporate Mazak’s MX Hybrid Roller Guide
System to achieve high levels of durability and reliability
that result in long-term accuracy. The innovative way system
dampens vibrations, extends tool life, handles higher load
capacities and eliminates tramp oil in the coolant via a greener
grease-based lubrication system. Axis travels on the machine
measure 1 875mm in X, 1 250mm in Y and 1 345mm in Z.
Mazak’s Smooth gear milling, gear skiving and gear
hobbing processes apply software that makes gear production
easier, reducing the need for complex programmes or
specialised machines for the production of both external and
internal spur, helical and spline-type gears.
For more information contact Hi-Tech Machine Tools on
TEL: 011 608 0088 or visit www.hitech.co.za
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Kennametal develops vibration-free
boring system

K

ennametal has
They’re also coolantdeveloped a new
fed, to precisely
boring system that
direct a stream of
boasts an effective antihigh-pressure coolant
chatter mechanism, and
where it’s needed
also offers an extensive
most. The result
range of indexable
is hassle-free chip
heads and shank sizes.
control together with
“Perhaps the most
maximum cooling in
important thing to
the cutting zone.
know about the new
“Most important
bar is that it’s plug and
of all is the internal
play. There’s no need
dampener. The bars
whatsoever for tuning
are both vibration and
or adjustments - you
maintenance free.
simply pull it out of
Within the bar there
the package, mount
sits a mass that's
it in the turret, and
supported by a pair
get boring,” says Sam
of elastic supports,
Eichelberger, product
inside of which sits
engineer for lathe
a dampening fluid.
systems engineering
This mass vibrates
Kennametal’s new vibration-free boring system boasts a number of technological
improvements that allows a plug and play operation. An array of interchangeable
and part of the team
at a predetermined
heads that includes screw-on and lever-style clamping mechanisms in positive and
that developed the
frequency during
negative rake configurations
internal dampening
machining, attenuating
mechanism.
the natural frequency
Eliminating vibration
of the bar around it to
and therefore chatter
suppress vibration,”
greatly extends tool life,
said Eichelberger.
never mind its positive
Considering the
effect on part surface
higher cost of such a
finish. And when tools
boring system, they’ll
last longer, they can be
also appreciate the
pushed harder, with feed
fact that the heads
rates, cutting speeds,
are replaceable in
and depths of cut many
the event of a crash,
industry experts once
avoiding damage to
thought unachievable.
the bar itself. And
Eichelberger is
users of Kennametal’s
one of them. He lists
older boring system
a number of features
will find that their new
that not only make the
heads fit perfectly with
vibration-free boring
the use of an adaptor.
system the most easyThe portfolio
to-apply bar you’ll ever
for the bars ranges
bore with, but also the
from 25mm and
most productive. These
goes to 100mm.
include a serrated, boltThere are a variety of
on connection at the
interchangeable head
Setting the head exactly on centerline is as easy as bringing the angle finder
bar’s business end that
styles available as
display to zero and locking the bar in place
securely clamps a variety
well, everything from
of styles and sizes of
screw-on positive rake
indexable heads.
inserts for fine-finishing needs to negative rake, clamp-style
Better yet, the heads themselves have been put on a diet,
geometries for heavy roughing.
with a shorter length and lighter weight that provides greater
For more information contact Kennametal South Africa on
stability, contributing to the bar’s improved performance.
TEL: 011 748 9300 or visit www.kennametal.com
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Amada’s theme was processing
innovation with new technologies

P

ushing the limits
time, the company says,
in speed, energy
stainless steel, aluminum
efficiency and
and other materials can be
quality. Complete
processed with a cutting
solutions for sheet
quality equal to that of a
metal processing.
CO2 Laser.
Next generation of IoT
The Ventis-3015AJ
concept “V-factory” with
4kW can overcome the
machine monitoring and
current limitations of fiber
direct-response service
laser technology using a
possibilities.
revolutionary flexible beam
Amada presented
guiding system. With only
At EuroBLECH the 6kW version of the Amada Ensis-3015AJ was equipped with an 4kW laser power, the
the latest highlights
ASF-EU loading and unloading tower. The tower increases the material capacity
from the world of sheet
system is able to perform
for raw material and cut sheets and is perfectly coordinated by the processes with
metal processing with
to a level that is usually
the performance of the Ensis. The individual sorting function TK-L can sort and
a special focus on
only achieved by 6 or
store the cut parts, which subsequently prevents any mix-up of parts as well as
laser technologies and
8kW systems. The use
simplifying their accurate assignment
production benefits
of an innovative process
delivered by IoT. The
means that the system is
Japanese manufacturer exhibited unique machine technologies
able to oscillate the laser beam in the kerf based on predefined
with live demonstrations throughout the event. Improved models
patterns. This not only results in a significantly increased
and expanded ranges were shown at the exhibition.
cutting speed, it also guarantees an absolutely precise bevel
The first focus point was the recent developments in
free cut. The surface roughness achieved in the fiber laser field
Amada’s proven Ensis laser technology powered by in-house
is unequaled and is only comparable to the quality of a CO2
developed fiber oscillators. Ensis technology uses variable beam
laser. At the same time, the so-called fiber laser burr which is
control to provide high speed and high quality for the processing
otherwise usual can be almost completely excluded.
of flat sheet and tube and even for welding. New machine and
automation options will be presented, which provide stable
Cuts through all materials - always with the highest
material supply, part sorting and storage.
possible beam quality
The second focus point was on the next generation
Flawless and consistent quality is a particularly decisive
of Amada’s comprehensive and network-based machine
factor for demanding clients. Amada says the Ventis-3015AJ
surveillance concept with two new features, allowing monitoring
is the solution for this task due to a continuously maintained
anytime, anywhere. My V-factory visualises the whole connected
laser mode. As a result, the Amada Ventis-3015AJ achieves
production environment at a glance. The optional new IoTunusually high-quality results for a 4kW fiber laser. The beam
Support is the second element providing a direct-response
parameter product (BPP) is maintained consistently at BPP ≤
customer service concept for error prevention and immediate
0,9 mm*mrad. Due to the diverse oscillating patterns of the
support.
laser beam, each task can be approached individually; thin as
Amada also exhibited its broad range of other technologies,
well as thick metal sheets can be cut at its individual maximum
such as the combination of fiber laser cutting and punching,
speed and with equally high-quality precision.
as well as bending. These
solutions allow customers
Additional cost savings as
to process all types of
a secondary effect
manufacturing jobs and
In addition to its high
manage huge varieties of
capacity for performance,
different lot sizes in the
the Amada Ventis-3015AJ
shortest time with the
also offers a high level of
highest quality.
resource sustainability. The
significantly higher processing
Ventis-3015AJ 4kW
speed provides an additional
Amada launched what
saving in costs for each
they say is the first cutting
manufactured part, because
laser worldwide of a new
the required power and
fiber laser generation with
cutting gas can be further
4kW laser power and only
reduced to a significant
one laser module that
extent.
Amada launched what they say is the first cutting laser worldwide of a new
offers the possibility of
For further details
fiber laser generation with 4kW laser power and only one laser module that
cutting sophisticated
contact Amada Johannesburg
offers the possibility of cutting sophisticated materials without compromise.
materials without
on TEL: 011 453 5459 or
For the first time, the company says, stainless steel, aluminium and other
materials can be processed with a cutting quality equal to that of a CO2 Laser visit www.amada.co.jp
compromise. For the first
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Hypertherm introduces new X-Definition
class plasma and industry’s first predictive
maintenance waterjet pumps

H

ypertherm introduced
investment cost, instead of
two new systems at
laser.”
EuroBLECH2018. Those
The company’s new
systems are an XPR170,
generation of waterjet pumps
which joins the XPR300 as the
- called HyPrecision Predictive
only two X-Definition capable
- are equipped with features
systems in the world and
such as Hypertherm’s
the industry’s first predictive
proven Advanced Intensifier
maintenance waterjet
Technology and new patented
pumps, called HyPrecision
technologies that adjust for
Predictive, to substantially
pressure and temperature,
reduce maintenance costs
oil viscosity, and hydraulic
and disruption caused by nonsystem wear parts; along
planned service.
with technology that enables
A combination of
customers to use seals up to
engineering advances and
40 per cent longer. In addition
refined high definition plasma
to technologies to increase
processes help the XPR170
performance and reduce
with X-Definition class
system downtime, HyPrecision
plasma deliver unmatched
Predictive pumps are
plasma cut quality on thin to
designed with ease of service
mid-range thickness metal.
in mind. Features such as a
The cut quality advances
colour-coded junction box,
are especially notable on
electrical cable harnesses,
non-ferrous metals like
quick-disconnect fittings, and
aluminum and stainless steel
an easy access bleed-down
because of numerous patentvalve all make maintenance
pending processes that
faster and less expensive.
The new XPR170 X-Definition class plasma from Hypertherm delivers fast
create squarer cut edges,
Safety is also considered. A
and efficient, unmatched plasma cut quality on thin to mid-range thickness
mild steel, stainless steel, and aluminium. It uses Vented Water Injection,
markedly less angularity,
clear window cover lets the
plasma dampening, and vent-to-shield technologies for squarer cut edges,
and excellent surface
operator see the intensifier
markedly less angularity, and excellent surface finish on non-ferrous metals
finish. At the same time,
and attenuator.
the system cuts faster and
Optional electrical
uses power more efficiently
interlocks prevent
than earlier generation
unauthorised access
systems.
and can automatically stop the
Consumable life and cut quality
pump when opened. Finally, Seal
over the life of the consumables get
Maintenance Technology helps keep
a dramatic boost thanks to patentthe top deck and shop floor free of oil
pending technology that protects
and water.
consumables from the negative
“In engineering this system, we
impact of ramp down errors, helping
worked to really understand the pain
XPR consumables last up to last
points that companies using waterjet
three times longer.
face. Without question, the number
“We’ve enjoyed changing peoples’
one issue was surprise system
perceptions of plasma since the
downtime,” explains John Caron,
introduction of the XPR300 with
waterjet product marketing manager.
X- Definition plasma a year and a
“Our new HyPrecision Predictive
half ago,” said Phil Parker, product
systems are engineered to
marketing manager for Hypertherm’s
eliminate that pain point, while
Heavy Industrial line of plasma
delivering increased productivity
HyPrecision predictive maintenance pumps from Hypertherm and performance, improved
systems.
use Advanced Intensifier Technology and closed loop
“Even experienced fabricators
serviceability and safety, and lower
proportional pressure control that adjusts for pressure
are surprised by the precision
maintenance costs.”
and temperature, oil viscosity, and hydraulic system
they are seeing, and we have
For more information contact
wear parts. A clear window cover lets the operator safely
seen more than a few instances
contact Craig Sterly of Hypertherm
see the intensifier and attenuator. Optional electrical
where fabricators have adopted
on email craig.sterly@hypertherm.
interlocks prevent unauthorised access and can
automatically stop the pump when opened
XPR plasma with its lower initial
com or visit www.hypertherm.com
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Iscar’s DCNT CHAMDRILL
family

I

scar offers a complete package of hole
Iscar has upgraded the DCT CHAMDRILL family
making solutions for various machining
to similar drills that carry the more advanced
SUMOCHAM drilling heads
challenges while taking the customer's
requirements into consideration, in terms
of cutting parameters and many different
designed for chamfering on a wide range of
production floor factors. We offer a wide
range of drilling tools starting from Ø0.8
materials with optimal chip formation.
The AOMT 060204-45HD IC908 inserts
(in full solid carbide) up to Ø80mm (with
were designed for chamfering low carbon
indexable inserts). The drilling ratio is
available from short 1.5XD to extremely long
steel and soft materials.
They can be used on a wide range of
100xD (as BTA and gundrill systems).
workpiece materials and for blind as well as
As pre-thread hole drilling is very
through-hole applications, with no vibrations
popular in many industrial tapping
during chamfering due to a balanced drill
applications, Iscar has upgraded the DCT
CHAMDRILL family to similar drills that
construction.
SUMOCHAM is capable of using a range
carry the more advanced SUMOCHAM
of drilling heads on each drill body, which
drilling heads.
facilitates diametric versatility and offers a
The DCNT drills have been designed
substantial advantage for users who change
for M8 to M24 ISO M standard pre-thread
SUMOCHAM is capable of using
drills for the same tap operation, as the
holes and carry two standard chamfering
a range of drilling heads on
same DCNT drill can be applied for ISO M
inserts designated AOMT 060204-45DT
each drill body
(coarse pitch thread) and for ISO MF (fine
IC908, symmetrically mounted so that the
pitch thread).
cutting forces are balanced for optimal
For further details contact Iscar South Africa on
performance.
TEL: 011 997 2700 or visit www.iscar.com
The AOMT 060204-45DT IC908 chamfering inserts were
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TaeguTec’s QuadRush TQS
type goes up to 8.2mm

W

applications.
hen it comes to choosing a tool to perform grooving,
parting and recessing operations, TaeguTec’s
The features of the
QuadRush include four cutting
QuadRush is hard to beat but now the line has
become even more interesting due to its expansion.
edges with high positive rake
angles, a unique solid clamping system
In response to customer demand, TaeguTec introduced
that guarantees high machining reliability,
a widened width of up to 8.2mm TQS type insert which is
characterised by its flat geometry and is made available in
the holder’s pocket protects unused edges from chips during
the machining process and insert indexing from both sides of
both special and profile formats.
All TQS inserts, including this new offering, are available
the holder.
in two grades. One is the cost
Overall, the QuadRush’s
applied grades and range of
cutting multipurpose PVD
coated grade TT9080 and the
geometries offer better surface
quality and extended tool life other is the perfect choice for
both attributes that have made
extending the tool life during
high speed grooving operations
the line a go-to choice.
on carbon and alloyed steels,
End of year celebration
the cermet grade CT3000.
In November 2018
To go hand-and-hand with
TaeguTec South Africa held its
this new offering, TaeguTec
traditional ‘End of Year’ get
is offering new tool holders
together for clients, suppliers
to accommodate the insert
and friends. Featured below
range expansion from 5.3mm
are a selection of the over 350
to 8.2mm. The new horizontal
attendees.
TQHR/L holder is designed to
For more information
be oriented perpendicular to
contact TaeguTec SA on
suit the needs of end-users
TEL: 011 362 1500 or visit
using gang turret type lathes in
Martin Krugell of Taegutec with Tanita, Gavin and Tyrin Murray,
www.taegutec.com
grooving, parting and recessing
all of Fulrace Engineering

Werner Viljoen, Conrad van Wyk, Raymond
Thirtle, Martin de Jager, Paul de Jager,
Albertus Geel and Tyron van Muschenbroek,
all from Winder Controls

Neville Grobler of Breakeven Engineering,
Burrie Smit of BBQ Engineering, Gavin
Zimmerman of Gavron Engineering Services
with Craig Naidu of Taegutec

Lee Jubber, Jaco and Herman van Rooyen, all
of Hypersonic Gears

Jacques Kleinschmidt, Wilson Manabile,
Stephen Malloy, Kayne Baldwin, Paul
Lenkwane and Elector Seopa, all from Auto
Industrial

Mauritz Smit, Roelof Okelly, Phillip Dreyer
and Stef Erasmus, all from Maxion Wheels
with Hans Rossouw of Taegutec in the middle

Henk Melching, Neil Marais, Nichol Nkuna
and Ernst van Dyk, all of CCG Cable
Connection with Francois Wilkinson of
Taegutec
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