
• Servo turret
• One-piece slant bed
• Box slideways
• High thrust force
• High Rapid feeds
• Rotary operation panel

VictorTaichung
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Victor Taichung - an established ISO 9001 & 14001 company
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We refer to this issue of the magazine 
as our ‘Lockdown issue’ and 
upfront I would like to thank all 

of my clients sincerely, whether you are 
participating in this issue or not, for the 
support during this period of uncertainty 
that has fundamentally changed the world 
we live in and, has left the entire world in 
a communal state of anxiety and fear. It is 
indeed challenging times for all of us and 
we all have different mechanisms of coping. 
Some of us are in more fortunate positions 
than others and in these times we have to 
be very sympathetic and endeavour to step 

up our commitment to helping others, but do the political figures really 
understand the realities out there? 

We understand that many decisions have had to be made for us as 
individuals and nations, without the normal factual, historical or scientific 
information on hand to base these decisions on. There will be varying 
opinions on these decisions and the subsequent rules that have been 
put in place. The red tape and the fact that these sometimes senseless, 
arbitrary rules and regulations that have mainly been designed by 
bureaucrats serves as a frustration. A couple of my best are that you can 
by a TV decoder but you cannot buy the TV and up until now you can’t 
buy fridges, stoves and washing machines. Surely these electrical items 
are essential to most households that can afford them as they should 
keep you from visiting the shops and supermarkets often (less contact), 
help with your health (eating cooked meals) and your general hygiene 
(clean clothes), all essential to the stop of the spread of the virus?  

In the main, I am sure most of these decisions made by most 
governments will be made with the well-being of the country’s citizens as 
the number one priority. Sadly, this certainly is not true for some of those 
in charge though and this whole virus epidemic has become a political 
tool that has led to the advancement of political agendas. In some cases 
it has become very evident that party politics are also playing out. We 
have likewise seen how the abuse of power has emerged. Fortunately we 
have seen many more acts of kindness and human generosity. Especially 
our healthcare workers who, despite being physically and emotionally 
drained, continue to want to be on the frontline.

The new normal, as it has been dubbed, is what we should all be 
planning for though. Yes there are many uncertainties and unknowns that 
we will still have to encounter but the fact is most of our old way of life 
will continue to be the same in the future. Yes, there could be restrictions 
and not as much freedom as we used to have. But we will all still have 
to eat and our lives will still be dominated by all things mechanical, 
electrical and many more. This is where our leaders must recognise that 
we have an opportunity to revive what was an ailing economy before we 
went into this lockdown. The evidence is there in the way local companies 
have adapted to manufacturing many products associated with the 
epidemic, without having to rely on cheap, inferior quality Chinese 
products. 

We have all learnt to adapt and we will still have to find solutions 
to many obstacles in the future. Time will tell if this pandemic will be 
categorised as the worst period in our life time. However, let this be the 
beginning of a real proudly South African manufactured period. Let us all 
begin to support local businesses – whether 
they are black, white, brown or pink-owned – 
and get this country into a position where it 
deserves to be. 
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This is the viewpoint of John Young, Asia Pacific Director, EU Automation – a global supplier of new, reconditioned  
and obsolete parts that get industrial machines back up and running.

How viable is  
Additive Manufacturing?

In 1984, 
Charles Hull 
invented the 

first 3D printer, 
which used 
stereolithography 
to build up a 
plastic product 
layer by layer. 
Over 35 years 
later, additive 
manufacturing 
(AM) is drastically 
altering a 
range of 
industries, from 
manufacturing 
to the medical 
sector. But 
what are the 
limitations of the 
technology?

Considerations when evaluating AM
In some applications, component manufacturing 

is shifting away from traditional subtractive machining 
methods and towards additive manufacturing techniques. 
The broadening of the applications of AM is causing 
manufacturers to assess the viability of using it in their own 
facilities. To do this, there are a few considerations to take 
into account before turning to 3D technology.

When moving from one manufacturing method to 
another, quality is a huge factor, particularly in highly 
regulated industries like aerospace and medical devices. 
In fact, quality has been one of the major hurdles to the 
widespread adoption of AM. One critical consideration is 
that quality and consistency must be the same machine to 
machine, regardless of location.

Avoiding defects
Powder bed fusion is one of the most frequently used 

additive manufacturing methods and there is a possibility 
that it may introduce part defects. However, if the powder 
bed fusion process has a constant thermal gradient, it 
can prevent warping of the product, thus avoiding the 
introduction of defects due to incorrect temperatures. 
Another concern is that unsintered powder will degrade as 
a result of heat exposure and that this could impact part 
quality, although regular changing of the powder can prevent 

this from becoming 
an issue.

When investing 
in an AM system, 
manufacturers 
can overcome 
quality concerns 
by working with 
an experienced 
partner who 
provides training 
and support on 
best practices. 
Those looking 
to invest in AM 
parts produced 
elsewhere should 
be mindful of 
their supplier’s 
approach to quality 
in order to ensure 
that what they are 
purchasing meets 

specifications.
Polymers, ceramics and metals can all be 3D printed, 

although plastic 3D printing remains the most popular. While 
it is feasible to print many materials, some are more suited 
to the process than others. Choosing the wrong material will 
also impact quality. If you are manufacturing a product from 
a material unsuited to AM, you may have to rethink your 
options, either to change the material or opt for a subtractive 
process.

AM can be a better option
Ultimately, it won’t usually make good economic sense 

to switch to AM from conventional manufacturing unless AM 
offers significant benefits to the application, for example by 
making it lightweight. However, if your design is extremely 
complex and will require expensive custom tooling, AM may 
be a better option.

Additive manufacturing is a fantastic technology that has 
brought great design freedom to many applications. However, 
it is not a one-size-fits-all approach. Companies should 
think carefully about whether a component really needs to 
be produced by AM, considering the cost, productivity and 
practicality of incorporating AM into their process. In many 
situations, producing and sourcing parts the old-fashioned 
way, like ordering them from a reliable supplier, is the best 
approach.

VIEW   POINT

Bugatti has expanded the use of 3D printing for even more components for its hypercars. The 
automaker is now 3D printing the heat shields for exhaust systems on low-volume Chirons like 

the recently revealed Sport, Super Sport 300+ and Pur Sport, as well as the one-off cars like the 
La Voiture Noire, Divo and Centodiec
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Faced with rising labour costs, Taiwanese companies are 
increasingly utilising the latest sophisticated technologies 
to go beyond conventional automation to embrace 

Industry 4.0.
A growing number of Taiwanese manufacturers are 

making the leap to smart factories, reflecting the worldwide 
trend towards industrial automation. Smart manufacturing 
entails automating both the operations of a factory and 
its management, utilising a combination of automation 
technology, IoT (Internet of Things), and artificial intelligence 
(AI). Revamping a factory with smart machinery carries the 
potential of significantly reduced operational costs and 
improved efficiency and quality.

The trend also poses some major challenges for Taiwan’s 
industrial sector. One is the need for specialised talent, 
including those trained in AI, automation, robotics, industrial 
control, IoT, communications and software.  Another larger 
challenge is ensuring information security - a critical factor 
given the central role of the Internet in smart manufacturing 
processes.

Victor Taichung Machinery, one of Taiwan’s leading 
manufacturers of CNC machine tools and plastic injection 
moulding machines for the engineering, motor manufacturing 
and plastics manufacturing industries, has opened its new 
US$120 million smart factory, which is also referred to as 
the Victor Intellectual Factory.

Victor Taichung moved from its Zhonggang road factory 
(Taiwan avenue factory), which it had occupied since 
1973, to the Taichung City Precision Machinery Innovation 

Technology Park, in January 2020. 
Insisting on ‘Technology Innovations and Quality 

Superiority’, Victor Taichung is continuously devoted to 
developing new generation machine tools. Likewise, the 
company has deployed the same concepts and ideas with 
its new manufacturing building and headquarters, which is 
situated alongside the smart factory.

“To provide a better working environment for all our 
employees and a greener environment for the Earth, which 
is what really concerns us as individuals and a company, we 
have incorporated all the green factory elements, along with 
the smart factory elements, into these new buildings,” said 
Victor Taichung Chairman Bert Huang.

“This includes ecological landscaping of the area, making 
use of the wind and solar panels for energy, water recycling, 
using recycled building materials and a specialised smart 
monitoring management system that will monitor power 
usage and air conditioning, for example.”

The total area of Victor Taichung’s new smart factory 
complex is close to 64 000m² under roof with the 
manufacturing building making up 47 000m² over three 
floors, which cover automated parts storage and material 
handling, automated unmanned machining lines and 
assembly areas. Each area is serviced by AGV (automatic 
guided vehicles) to collect, transport, load and unload 
machines to ensure components are ready for assembly. 

“Smart and adaptive is what we have deployed in all our 
enterprise resource planning and manufacturing execution 
systems at our new Victor Taichung factory complex in 

Victor Taichung opens  
US$120 million smart factory

Smart manufacturing gains ground in Taiwan.

Victor Taichung Machinery, one of Taiwan’s leading manufacturers of CNC machine tools and plastic injection moulding machines  
for the engineering, motor manufacturing and plastics manufacturing industries, has opened its new US$120 million smart factory,  

which is also referred to as the Victor Intellectual Factory
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central Taiwan, all with the common goal of manufacturing 
better quality equipment delivered on time. Production 
lines making machine tools now operate independently 
on a continuous basis, while plant managers monitor 
operations remotely on mobile devices. The company’s 
smart machines, robotic arms, sensors, and automated 
warehousing devices are all connected by means of the 
company’s industrial IoT system,” explained Huang.

Vturn-S26: A new turn in slant bed technology
The Victor Vturn-26HD has long been a favoured option 

among manufacturers looking for a mid-sized turning center 
that delivers power, precision and uncompromising levels of 
reliability. Now, Victor CNC has added to this line with the 
arrival of the new Vturn-S26 horizontal turning center.

Complementing the existing Vturn-26HD and VT-A26CM 
machines, the new arrival has been re-engineered to 

Production lines making machine tools now operate independently 
on a continuous basis, while plant managers monitor operations 

remotely on mobile devices. The company’s smart machines, 
robotic arms, sensors, and automated warehousing devices are all 

connected by means of the company’s industrial IoT system

“To provide a better working environment for all our employees and a 
greener environment for the Earth, which is what really concerns us as 
individuals and a company, we have incorporated all the green factory 

elements, along with the smart factory elements, into these new 
buildings,” said Victor Taichung Chairman Bert Huang
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provide a host of new 
features that include the 
option of a servo-powered 
C-axis with fast servo driven 
BMT live tool turret. This 
new facility gives end users 
the option of the cost-
effective 2-axis Vturn-26HD 
workhorse or the equally 
cost-effective, more flexible 
3-axis Vturn-S26.

The foundation for 
the new Vturn-S26 is a 
large sturdy single-piece 
slant-bed. The single-piece 
construction eliminates 
the possibility of coolant 
leakage whilst the 30° 
design lowers the centre 
of gravity to enhance 
rigidity and performance. 
In addition, this innovative 
new configuration provides 
a large swing diameter 
that enables end-users 
to load larger billets. The 
performance of the new 
Vturn-S26 is encapsulated 
in its 18/24m/minute 
rapid feed rates and high 
thrust force of 1 441Nm 
that reduces chip-to-chip 
times and ensures that 
productivity levels are 
optimised.

Further contributing to 
the productivity level of the 
Vturn-S26 is the optional 
12-station live tooling turret. 
The BMT-65 turret has an 
indexing time of just 0.8 
seconds whilst the powerful 4.5kW motor delivers live tooling 
speeds of 4 000rpm with high levels of torque, rigidity and 
repeatability generated from Victor Taichung’s own turret 

configuration.
Despite its nimble and 

productive performance, 
the Vturn offers a high 
spindle output of 22kW 
with 574Nm, which permits 
heavy-duty cutting under 
the most challenging 
conditions and materials. 
Surface finishes and tool 
life are optimised with the 
high rigidity and machine 
stability that are the 
hallmark of the Victor CNC 
brand. The machine has a 
weight of 6 130kg, thanks 
to the Meehanite casting 
and heavy-duty boxways 
that are 64mm and 80mm 
in X and Z respectively.

The latest addition 
to the Victor CNC stable 
has an increased swing 
over the bed of 600mm 
compared to the 520mm 
on previous Vturn-26HD 
models and this increases 
the maximum turning 
diameter from 410mm to 
430mm and is available 
with 600mm or 1100mm 
between centres. The new 

machine also incorporates 
the latest Fanuc 0iTF CNC 
control with a large 10.4” 
colour screen display 
and intuitive manual 
guide, hydraulic chuck, 
programmable tailstock, 
chip conveyor, handwheel, 
tool-holders, coolant flush 

on Z-axis cover and a three-step warning light.
For further details contact Victor Fortune on  

TEL: 011 392 3800 or visit www.victor.co.za

The total area of Victor Taichung’s new smart factory complex is close  
to 64 000m² under roof with the manufacturing building making up  
47 000m² over three floors, which cover automated parts storage  
and material handling, automated unmanned machining lines and 
assembly areas. Each area is serviced by AGV (automatic guided  

vehicles) to collect, transport, load and unload machines to ensure  
components are ready for assembly

The Victor Vturn-26HD has long been a favoured option among 
manufacturers looking for a mid-sized turning center that delivers 
power, precision and uncompromising levels of reliability. Now, 
Victor CNC has added to this line with the arrival of the new 

Vturn-S26 horizontal turning center

The Victor P106 CNC vertical machining center is designed for high 
performance machining, particularly in the mould and die industry. 
The extra wide castings allow for fast 48m/min rapid travel rates 

and a 12 000rpm spindle with BBT-40 tooling
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Brink Towing Systems South Africa recently produced 
their 10 000th towbar for a Ford Ranger Raptor, and as 
soon as life returns to normal, it’ll form part of the next 

shipment to the Ford plant outside Pretoria.
The Raptor is designed to be one of the toughest bakkies 

in every which way and that includes the towbar. The Brink 
plant in Pietermaritzburg, KwaZulu-Natal currently produces 
some 7 000 towbars a month for various Ford Ranger models, 
and in the same way the Raptor differs markedly from other 
Rangers, so too does the towbar. In fact, it is a completely 
different design, which necessitated a clean-sheet approach.      

 “In conjunction with Ford in Australia, we started 
working on the Ranger Raptor towbar as a design project 
some four years ago – something which continued even 
after Ford Australia’s car manufacturing plant closed,” said 
Mark Gutridge, Managing Director of Brink Towing Systems 
SA, a joint venture company with the Brink Group, that is 

headquartered in Holland.
“Research and development was shared, and regular 

consultation and input from our Pietermaritzburg engineering 
team and Ford’s Australian engineering department resulted 
in a design that not only met the styling requirements but 
also those of the regulatory and manufacturing requirements. 
Because Ford South Africa’s key export market is Europe, it 
made sense for Brink to use its global resources to ensure the 
towbars from here met the European requirements,” added 
Gutridge.

“A number of refinements were made to the initial design, 
including focussing on torch access for optimal weld integrity. 
Ease of fitment on the assembly line was also something we 
had to consider too.”

The Raptor towbar is robot-welded in its entirety and 
in terms of the level of accuracy required, is one of the 
most complicated when it comes to tolerances and ergo 
programming requirements. Of particular importance were 
the bumper-mounting points which have a tolerance of 
just 2mm and was made possible thanks to the state-of-
the-art, Yaskawa computer-controlled welding robots at the 
Pietermaritzburg plant.

One of the styling revisions was a change to the end 
caps. This was done to protect the paint from stone chipping. 
Delivery of finished towbars started in February 2019, with 
Raptor launching locally in early June 2019 after initial export 
orders were met.

At 35 kilograms, the Raptor bar is slightly lighter than 
the Ranger one, which is dominated by a robust 6mm thick 
beam that runs the width of the vehicle and is very much 
the rearview signature of the original Ranger. But, because 
the Raptor’s rear axle is supported on coil rather than leaf 
springs, there was scope for a completely different bar design 
and, in fact, most of it is tucked away out of sight.

Brink Towing Systems  
produces 10 000th towbar for a  

Ford Ranger Raptor

Brink Towing Systems produces more than 2 000 different types of 
towbars and develops about 200 new towbars annually. To date, 
more than 25 million vehicles (all types of vans and cars) have 
already been equipped with a Brink towbar and/or cable set

Robotic welding contributes significantly to the high tolerances 
achieved in Brink’s Pietermaritzburg plant. The Yaskawa Motoman 
MH24 arc welding robot has been installed to increase productivity 

and to minimise wear



Whereas the Ranger uses the 
aforementioned solid bar with a 
plate to which the ball is bolted, 
the Raptor has a NAS-type (North 
American Spec) system with a 
transition fit where the separate ball 
hitch slides into a matching square 
receiver and is then secured with a 
locking pin. Thanks to this, the ball 
can be removed and stowed when 
not in use.

What they have in common 
though is that they are designed 
to last even when subjected to the 
toughest conditions. The Raptor 
towbars are highly corrosion 
resistant and are e-coated and then 
powder-coated. Additionally, both 
integrate seamlessly with the trailer 
recognition hardware fitted to certain 
Ranger models and comply with the 
most stringent international legal 
requirements for towbars.

“We’re particularly proud of the 
Raptor bar. It symbolises what we’re 
capable of, whether it be design, 
engineering or manufacturing. It is 
world-class in every possible way,” concluded Gutridge.

For further details contact Brink Towing Systems on  

TEL: 033 401 0120 or Yaskawa South Africa on  
TEL: 011 608 3186 or visit www.brinktowingsystems.co.za  
or www.yaskawa.eu.com

The Raptor towbar is robot-welded in its entirety. Of particular importance were the bumper-
mounting points which have a tolerance of just 2mm and was made possible thanks to the 

 state-of-the-art, Yaskawa computer-controlled welding robots

Like many exhibitions worldwide the 
Machine Tools Africa 2020 exhibition 
has been postponed to a new date 

in the future. The exhibition, which was 
last held in 2017, has been designed 
to showcase the very latest technology 
developments, machinery, products, 
services and solutions in this innovative 
sector, was scheduled to take place from 
12 to 15 May 2020.

In a statement on the website the 
organisers said: “Specialised Exhibitions, 
a division of the Montgomery Group, a 
global events and exhibitions company, 
is cognisant of the South African 
Government’s interventions with regards 
the COVID-19 pandemic.”

“In light of the rapid spread globally of the coronavirus 
pandemic and the announcement of interventions by the 
South African Presidency that include a State of Disaster and 
a nationwide 21-day lockdown we have taken the following 
decisions: Postpone Waitex, our event in Ghana from 2020 to 

20-22 April 2021 and postpone Securex 
South Africa, A-OSH EXPO and Facilities 
Management to 18-20 August 2020

“We are still in the process of 
making a final decision with regards to 
Machine Tools Africa 2020. The show 
will not take place from 12 to 15 May 
2020 as scheduled. The way forward will 
be announced in partnership with the 
Machine Tool Merchants Association after 
the 21-day lockdown period.”

“All other exhibitions in our portfolio 
are currently scheduled to go ahead as 
planned this year. The dates are further 
ahead in the calendar.”

“Specialised Exhibitions and the 
Montgomery Group will respond to whatever procedures are 
in place locally and globally, as advised by governments and 
the World Health Organisation. We will keep all stakeholders 
informed as and when the landscape changes. We are 
committed to protecting our staff, exhibitors, visitors, 
suppliers and all stakeholders.”

Machine Tools Africa 2020  
postponed – new date  

still to be decided
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Metal additive manufacturing has made tremendous 
strides in the aerospace industry, starting with GE 
Aviation’s fuel nozzle for the LEAP engine, which 

has led to the development of multiple parts that are taking 
flight. The orthopaedics market was also an early adopter 
of the technology. Additive is playing a growing role in the 
ongoing evolution of more personalised and bespoke medical 
treatment. Today, it is used for a wide range of orthopaedic 
implants and is helping designers and specialists reimagine 
medical instruments and equipment.

And today, we are seeing the additive manufacturing 
community come together to ply their talents and offer 
solutions for challenges we are facing today.

“3D printing hobbyists and professionals alike are offering 
their skills and resources to hospitals in this time of crisis, 
recognising the need that 3D printing can potentially fill. While 
its original purpose was to help OEMs and other companies fill 
supply chain gaps with 3D printed parts and tooling, they could 
also be a resource for hospitals, clinics and other healthcare 
providers who need critical items to care for patients,” says 
Pamela Van Jaarsveld, Managing Director of Multitrade 3D 
Systems. 

“However, if you are a 
medical professional, to 
find a local metal additive 
manufacturing specialist 
could be a challenge. The 
reality is that there are only 
a handful of commercial 
companies in South Africa 
that have equipment to 3D 
print products with complex 
geometries including elements 
such as freeform surfaces 
and deep slots. The Centre 
for Rapid Prototyping and 
Manufacturing (CRPM) at 
the Central University of 
Technology, Free State and the 
Vaal University of Technology 
(VUT), Vanderbijlpark are 
also involved in research and 
development of components 
and products,” continued Van 
Jaarsveld.

The fact that there are so 

few companies that have the equipment that is needed at this 
critical time when ventilators and other such products that 
need to be rapidly developed, could set us back.

“Forget the hype about PPE (personal protective 
equipment). 3D printing is not the process to manufacture 
this equipment but rather can be the solution to produce 
the moulds that are used to manufacture the gloves, gowns, 
masks, goggles or face shields and respirators.”

“AM is a good choice for replacement parts, small batches, 
rapid development of new items, and situations where a tool 
(like an injection mould) will be too costly or time-consuming 
to source. AM can build complex geometries that might not 
be possible with other methods, and potentially offers other 
benefits like the ability to combine multiple parts into one or 
to produce a lighter end product using less material. Do not 
get this equipment confused with the readily available and 
relatively cheap desktop 3D printers. They have their place 
and are used very successfully by many companies, especially 
those that are looking for a quick visual inspection of a 
component or product,” explained Van Jaarsveld.

Multitrade 3D Systems, is an official sales representative 
in South Africa for GE Additive’s metal additive manufacturing 

machines. The machines create 
parts using direct metal laser 
melting technology, which deposits 
thin layers of metal powder and 
fuses them together using lasers. 
The parts are built directly from a 
CAD file, so there is no need for 
fixtures or tooling.

“The powder-bed-based laser 
melting of metals opens up 
new freedoms when it comes to 
configuring parts and also permits 
the tool-free, economic fabrication 
of highly complex components in 
fairly small batch sizes. Customers 
come from many different sectors 
of industry, for example medical 
and dental technology, the 
aerospace industry, toolmaking 
and mould construction, the 

automotive industry and the watch 
and jewellery industry. Among 
other materials, Concept Laser’s 
3D metal printers process powder 

Multitrade 3D Systems offers metal 
additive manufacturing machines

Often called the New Industrial Revolution, additive manufacturing (AM), also known as  
3D printing, is transforming the way companies approach the production of complex  

parts and systems. AM’s influence is being seen across a multitude of industries.

The M2 cusing family is the workhorse of the GE Additive 
product portfolio and is used across a wide range of industries, 
such as aerospace, automotive, medical and dental and is well-
suited to scenarios and applications where industrialisation is a 

key outcome, especially for medium-sized parts

Multitrade 3D Systems have signed an official sales partner agreement with GE Additive and will be promoting their Mlab cusing 200R  
and M2 cusing Multilaser machines in South Africa



materials of stainless steel and hot-work steels, aluminium 
and titanium alloys and for jewellery making precious metals.”

Multitrade 3D Systems offers a variety of metal 
additive machines with different build volumes for multiple 
applications. The Mlab 200R allows for the use of reactive 
materials and is suited for high surface quality and intricate 
parts structures. The M2 cusing family is the workhorse of the 
GE Additive product portfolio and are used across a wide range 
of industries, such as aerospace, automotive, medical and 
dental and is well-suited to scenarios and applications where 
industrialisation is a key outcome, especially for medium-sized 
parts.

“Customers, especially in the aerospace and medical 
industries, have high expectations. GE Additive machines have 
been the go-to solutions for these industries, and Multitrade 
3D Systems is proud to represent them in the South African 
market,” said Van Jaarsveld. 

Recently GE Additive machines have been used to create 
3D printed parts that are used in the latest generation 
Cessna Denali engine, and Callaway Golf Company is 
breaking the mould by redesigning putter heads with Additive 
Manufacturing.

For further details contact Multitrade 3D Systems on  
TEL: 011 453 8034 or visit http://multitradedistributors.co.za/
page/3d-printing
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YG-1, the South Korean-based company engaged in the 
manufacture and distribution of cutting tools and that 
opened up a subsidiary in South Africa just under three 

years ago, has appointed TBA Tools as an agent to market the 
YG-1 brand of cutting tools.

YG-1, whose cutting tools have been widely distributed in 
South Africa for many years, has an established name in South 
Africa and worldwide. The company manufactures a range of 
products covering HSS, milling, drilling, turning, threading as 
well as boring. The YG-1 company was established in 1982 
and has been growing as a leading global manufacturer in the 
cutting tool industry. YG-1 operates its 
global business through nine overseas 
production sites including the United 
States, Ireland, South Korea and China, 
has 30 sales subsidiaries and has a 
presence in 75 countries.

YG-1 have more than 5 000 
employees working globally across various 
functions of R&D, production, sales and 
marketing, supply chain, finance and 
human resources. More recently the 
company has set up a production facility 
in India and expanded its production and 
R&D facilities in South Korea where it is 
regarded as the number one cutting tool 
manufacturer in that country and now among the top five in the 
world.

TBA Tools is owned and run by Tony Beverley who, prior to 
opening his own business in 1998, worked for Toolquip & Allied 
for 20 years. TBA Tools, also known as Tony Beverley Agencies, 
supply industrial type machines, tools and accessories to the 
manufacturing industry, with an emphasis on the metalworking 
and machine tool industry.

“Through my own business that has been in existence for 
over 20 years and my previous employers I have many years 
of experience with YG-1 tooling and dealing with the company. 

Hokeun Song, the Founder and Chairman of YG-1, 
is a no-nonsense guy and only believes in quality. 
When a new YG-1 product is conceptualised 
and developed, more than 100 per cent is 
given to development of the product so that it is 
recognised as a quality and innovative product for 
its area of machining,” quipped Beverley.

“Their products find applications across 
industries, such as aerospace, die and mould, 
automobile, oil and gas, power, electronics, 
general engineering and medical equipment.”

“We supply abrasives, 
air tools, blading, measuring 
instruments, specialised 
tooling, cutting tools, 
machine tools, machine tool accessories, 
hand tools, CNC machine tools, aircraft 
component, assembly tools, aircraft 
composite and aluminium component 
cutting tools, personal safety equipment, 
welding equipment and power tools to all 
of these industries,” continued Beverley.

Noga Engineering
“Another company that we have 

recently strengthened our existing ties 
with is Israeli manufacturer Noga Engineering, a worldwide 
manufacturing leader in deburring systems, holding systems 
and cutting fluid applicators. Noga holding systems offer perfect 
solutions for dial and lever type indicators, with a full lineup 
of heavy-duty blade sets, deburring tools, fixed high pressure 
cooling arms and more. Noga deburring systems and tools 
handle all types of materials with ease by combining innovative 
design and forward-thinking to provide maximum heat 
dissipation and extended tool life.”

For further details contact TBA Tools on  
TEL: 012 653 4018 or visit www.tonybeverleytools.co.za

TBA Tools appointed YG-1 agent

GE Aviation’s fuel nozzle for the LEAP engine
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Germany’s and 
one of the 
world’s largest 

commercial vehicle 
manufacturers has 
entered into a transaction 
to acquire control over 
Ukuvela Holdings and 
its subsidiaries Atlantis 
Foundries Pty Ltd and 
Ukuvela Properties Pty 
Ltd.

Atlantis Foundries 
is about to go through 
another ownership 
change and the 
purchasing company is 
part of the Daimler AG 
Group, the same Group 
that Daimler/Mercedes-
Benz South Africa is part of and was the company that off-
loaded Atlantis Foundries in 2015 to Halberg-Guss.

Daimler AG, commonly known and referred to as 
Mercedes, is a German multinational automotive corporation, 
headquartered in Stuttgart, Baden-Würtemberg.

Atlantis Foundries management informed its staff and 
unions at the beginning of April 2020 of the imminent 
ownership change. Besides showing concern for the staff and 
thanking them for being understanding during the lockdown 
period in South Africa, the letter went onto say: “We would like 
to inform you that our customer Daimler Truck AG (Daimler 
Truck) has entered into a transaction with our shareholder 
Ukuvela Holdings Pty Ltd (Ukuvela Holdings) in terms of 
which Daimler Truck intends to acquire control over Ukuvela 
Holdings and its subsidiaries Atlantis Foundries Pty Ltd and 
Ukuvela Properties Pty Ltd (Proposed Transaction).”

“The Proposed Transaction has been notified to the 
Competition Commission for approval. This process may 
take several months. Once completed Daimler Truck will 
own Atlantis Foundries again. To be very clear, the Proposed 
Transaction will not have any adverse impact on the 
employment conditions of any employees of the merging 
parties and will not result in retrenchments.”

Atlantis Foundries produces 
automotive castings for the 
commercial vehicle industry. 
Daimler/Mercedes-Benz South 
Africa took control of Atlantis 
Foundries in 1999, and 
achieved record production 
of 60 000 tons cast in 2012. 
The overall melting capacity of 
the foundry now stands at 100 
000 tons per annum.

In 2018 Atlantis Foundries 
achieved a notable milestone 
in the company’s history when 
it recorded the casting of its 
one-millionth Daimler heavy-
duty engine block (HDEP) since 

the foundry cast its first 
sample just over 12 
years ago.

The particular 
milestone that the 
company reached is 
for what is known as 
the Daimler Heavy 
Duty Engine Platform 
Block. The grey cast iron 
castings are produced in 
two variants – OM471/
DD13 and OM472/
DD15 – and the main 
truck applications are 
for Mercedes-Benz 
(Europe), Freightliner 
(USA) and Fuso trucks. 
The customer is Daimler 
AG, soon to be the new 

owners, and the blocks are shipped to Detroit Diesel in the 
USA and to the Daimler plant in Mannheim, Germany.

Atlantis Foundries cast their first sample in 2007 and by 
2013 were producing 100 000 blocks per annum. This shot 
up to in excess of 150 000 blocks per annum in 2014 and 
180 000 in 2019, hence the acceleration to the one-millionth 
mark, which was achieved recently. These blocks range 
from 430kg to 450kg in weight and are fettled, reference 
machined, powder coated, preserved and packed.

Atlantis Foundries has always specialised in manufacturing 
medium to heavy-duty engine blocks and originally began as a 
machining facility back in 1979 when it was known as Atlantis 
Diesel Engines (ADE). The company was established by the 
South African government to produce diesel engines for the 
South African commercial and agriculture markets, and for 
military vehicles such as the Ratel, Buffel, Casspir and Samil. 
The company subsequently obtained a license to manufacture 
Mercedes-Benz and Perkins diesel engines.

The foundry was established in 1979 and from the 
beginning it concentrated on producing engine blocks for 
truck, bus, industrial and marine applications. One of the first 
blocks the foundry cast was for the ERF model 66 truck.

Atlantis Foundries continues to specialise in casting 
cylinder blocks for commercial 
vehicles and off-road 
installations for export to 
engine manufacturers in 
the USA and Germany. The 
cylinder blocks are supplied 
to the engine plants of Detroit 
Diesel, and Mercedes-Benz 
in Mannheim, Germany. The 
engines in turn are supplied 
to manufacturers such as 
Mercedes-Benz, Western 
Star, Mitsubishi Fuso and 
Freightliner. In the past, the 
company has also produced 
castings for the passenger car 
market.

Daimler Trucks AG set to acquire 
Atlantis Foundries





Atlantis Foundries embraces the Fourth Industrial 
Revolution

In 2016 
Atlantis Foundries 
embarked on a 
process that would 
pave the way to the 
company becoming 
a Smart Foundry, 
by embracing the 
Fourth Industrial 
Revolution. The 
project aimed to 
combine various 
technologies 
available to gather 
and analyse process 
data, with the 
aim of improving 
product quality and 
cost efficiency. As a 
result, today Atlantis 
Foundries is one of 
the most advanced 
manufacturers of 
complex castings in 
the world.

Daimler Trucks 
AG

Daimler Trucks 
AG, a division 
in the Daimler 
Group, is one of 
the world’s largest 
manufacturers 
of heavy and 
medium trucks for 
the commercial 
vehicle industry, 
with more than 35 
primary locations 
around the world 
and around 100 
000 employees. 
All Daimler Trucks 
& Buses activities 
are conducted at 
Daimler Truck AG.

Daimler Trucks 
AG has seven 
brands under one 
roof: Bharat Benz, 
Freightliner, Fuso, 
Mercedes-Benz, 
Setra, Thomas Built 
Buses and Western 
Star. In 2018 
Daimler Trucks and 

Daimler Buses delivered a total of more than one and a half 
million trucks and buses to customers.
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Tim Gilbert, who 
has been active in 
the metalworking 

equipment sales 
environment in South 
Africa for over 10 
years, has recently 
established his own 
company - Machine Tool 
& Design Technology 
- a company that will 
be intrinsically linked 
with the metalworking 
industry because of the 
international equipment 
manufacturers that 
Machine Tool & Design 
Technology will represent 
and service in South 
Africa.

“I have been very active in securing a number of sole 
agency agreements and shared agency agreements. Most of 
these international companies that I will represent I have been 
working with for a number of years now, while at the previous 
company that I worked for,” said Gilbert.  

“That company has been through an ownership, name and 
direction change and I have taken the opportunity to secure 
eight sole agency agreements and five split agency agreements 
that I hope to turn into sole agency agreements by the end of 
2020, depending on the sales figures.”

“There are many risks associated with starting any 
new business. We have all heard the statistics that a high 
percentage of new businesses fail within the first year of 
operation. In addition, manufacturing is an especially tough 
business, with competition from both domestic and international 
sources. Many once-successful manufacturing companies have 
folded in recent years, often because of situations beyond their 
control. None have been faced with, or experienced, the current 
pandemic that is affecting all walks of life in the world.”

“However, you have to be positive and plan for the future. 
Despite the inherent risks associated with starting your own 
business, many people have 
been successful in fulfilling their 
dreams. In almost every case, 
successful start-ups are born 
from a good plan.”

“In my case I had already 
built up strong relationships 
with my international suppliers. 
I had either visited most of their 
factories or seen them at the 
international exhibitions such 
as EMO and Timtos or, in some 
cases, done both.”

From CNC equipment to 
measurement 

“I believe that I now have a 
group of quality products that 
cover the main disciplines of 

shaping, forming, cutting 
and bending metal 
while at the same time 
I am able to offer the 
software for a complete 
CAD/CAM solution for 
CNC programming, from 
initial part design to full 
machine simulation. 
The product offering 
is finished off with 
a range of precision 
measuring instruments 
from hand tools to 
vision systems, offering 
solutions for almost 
every measurement 
application in modern 
manufacturing.”

Sole agencies
“On the software side CAMWorks from HCL Technologies 

is a leading CAM software that can be integrated within 
the Solidworks and the Solid Edge CAD Systems platforms. 
CAMWorks software is designed to be a complete CAD/
CAM solution for CNC programming, from initial part design 
to full machine simulation. This CAM software offers a full 
knowledge-based machining process, which allows the user to 
capture and reuse the most efficient machining techniques in 
your shop.”

“On the shaping equipment side I am able to offer CNC 
milling machines, CNC vertical and horizontal machining 
centers, CNC lathes, CNC gantry machining centers, drilling 
machines and CNC hob sharpening machines all used in the 
aerospace, automotive, electronics, precision mould making 
and mechanical parts processing, as well as many other types 
of industries in use of metal production.”

“These international manufacturers of this equipment 
include Focus CNC Co, Primero Machine Tools Corp and the 
Takam Group. Through the previous company that I was with 
all of these companies already have a presence in South Africa 

and a footprint of a number of 
machines throughout the country.”

“We will also be supplying 
training equipment from Taiwan 
manufacturer RenAn. They 
manufacture CNC machines that 
simulate CNC machine operations 
with advanced 3D animation 
software, perfect and unique 
equipment for training CNC 
operators and learners.”

“RenAn has its own particular 
importance as I would like to 
explore the education and skills 
development markets with a focus 
on FET and other training outlets. 
They have recently released a new 
simulator that I have just received 
an order for.”

Gilbert establishes Machine  
Tool & Design Technology 

CAMWorks from HCL Technologies is a leading CAM software 
that can be integrated within the Solidworks and the Solid 

Edge CAD Systems platforms

Baty offers a range of precision measuring instruments from hand tools to vision 
systems, offering solutions for almost every measurement application in modern 

manufacturing
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“Their innovative solution means that users don’t have 
to worry about whether they would be scalded by hot chips 
flying from a CNC machine or if they would be injured by 
fractured tools and unfastened workpieces. This enables 
trainees to practice CNC operation by themselves free from 
the worry about people being injured or damage being done 
to machines. Thus, a safe, unpressurised and stable learning 
environment is created.”

“Other equipment I can sell is from Pinnacle and the CNC 
woodworking equipment from OAV Equipment.”

Loc-Line range
“Although I am not the sole agent I will also be marketing 

and distributing the Loc-Line range of products, an important 
accessory to all CNC equipment. The Loc-Line range is the 
standard for coolant delivery around the world and was easily 
recognised by the blue and orange colours of the modular 
hose product.”

“Loc-Line is used not only as a coolant hose but for 
air delivery, smoke and dust removal vacuum systems, 
agriculture, third arm uses including positioning cameras, 
lights and items for handicap assist.”

Baty measuring equipment
“Originally, a manufacturer of high precision dial 

indicators and other associated instruments such as 
cylinder bore gauges, Baty has diversified into non-contact 
measurement with optical profile projectors. The Baty 
shadograph range has since become an industry standard in 
profile projectors. These products are still manufactured in 
Sussex, England in accordance with ISO 9001:2015.”

“Now part of Bowers Group, Baty offers a range of 
precision measuring instruments from hand tools to vision 
systems, offering solutions for almost every measurement 
application in modern manufacturing.”

Forming, bending and cutting
“I will also be representing a range of forming, bending 

and cutting equipment, which includes CNC routers, 
laser cutters and plasma cutters, press brakes, roll plate 
bending machines, profile-pipe bending machines, hydraulic 
steelworkers, bandsaws and milling and drilling machines.”

“These include Omni, Boxford, Rong Fu, Sahinler and 
Fu Ho. Again, for some of them I am the sole agent and for 
others I have split agreements.” 

“Boxford have been supplying manufacturing systems to 
education, design and industrial customers all over the world 
for more than 70 years. Their vast experience and knowledge 
in this sector has meant that their machines and software 
are straight forward and easy to use, making it very simple 
for students to manufacture their creations.”

“New businesses often begin in bad economies. Would-
be business owners might dream of the right time to launch, 
but the wrong time has a way of driving events instead. A 
layoff or buyout during a bad economy might provide the kick. 
Many successful business owners can relate to this, because 
they started this way as well, some of them waiting out 
those bad economies until the better times provided the first 
opportunity for the young business to flourish.”

“Many people dream of starting their own business. 
Once you understand the risks and take steps to minimise 
them through careful planning, your odds of success are far 
greater, and the chance for personal satisfaction is much 
more achievable.”

For further details contact Machine Tool & Design 
Technology on Cell: 076 867 7845 or email  
Tim@MTDTech.co.za or visit www.mtdtech.co.za

The Loc-Line range
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Specialist designer and manufacturer of 
standard and custom tools in high speed 
steel and solid carbide for the industrial 

and ‘do it yourself’ markets, Somta Tools, is 
now manufacturing easy to use hands free, 
foot operated sanitiser dispensers that enables 
companies, industrial and manufacturing 
businesses, retail shops and shopping centres, 
schools, clinics, orphanages, hospitals, old age 
homes, animal help societies or, any entity where 
there is movement of people in small or large 
numbers, to readily offer hand sanitising to staff 
and customers and ‘get back to business’ and a 
frontline defence against Covid-19, safely.

“Used in conjunction with other sanitising 
and good hygiene strategies, SANI-STATION 
properly sanitises staff, customers, commuters, 
shoppers and travellers hands at entry and exit 
points to office buildings, factories, mines, malls, 
train and bus stations, taxi ranks, airports and 
banks, for example,” explained Allan Conolly, 
Managing Director of Somta Tools.

“But the SANI-STATION is not limited to this 
example. Wherever people need to regularly 
and easily sanitise their hands you can install 
a station. It can even be used as a liquid 
soap dispenser in bathrooms, if that is your 
requirement. In this instance you can secure the 
station to the wall or floor,” continued Conolly.

Non-contact, foot operated
“The big difference in our design, as 

compared to many others that are being 
developed during this uncertain period of 
our history, is that ours is a hands free, foot 
operated sanitiser dispenser. This non-contact 
operation will greatly add to the reduction of 
the risk of spreading viruses between people,” 
explained Conolly.

“Manufactured to industrial strength 
specifications so as to account for high-
usage, the long-lasting SANI-STATION is able 
to accommodate one litre or smaller bottles 
of sanitiser or for any type five litre, 20 litre or 
larger sanitiser bottles.”

“Stands can be made in varying heights 
so children can sanitise as well and they are 
available in stainless steel for the medical 
industry. Available in different colours stands can 
also be branded uniquely with corporate logos or 
messages, for bulk orders. Stands can also be 
manufactured with sanitiser bottle protection, so 
they do not go missing.”

Fight against COVID-19
“We are a proudly South African 

manufacturing operation and an OSG Group 
company. We decided to join the fight 
against this virus and developed the idea of 
manufacturing the SANI-STATION, in the early 
part of the national lockdown. We have the 
engineering expertise and have manufactured 
our own products for nearly 70 years now so it 
was no problem to incorporate the manufacture 
of these products into our existing schedule.”

“At this stage we outsource the sheet metal 
work that is involved in manufacturing the 
stations. We are doing our own coating of the 
Xmm mild steel that is used in the product. 
Thereafter we do the assembly and distribution 
of the products nationally.”

“We are also able to supply the 70% alcohol 
based hand/hard surface sanitiser and the 
various size bottles. This alleviates the problem 
of sourcing your own sanitiser. However, the 
SANI-STATION can be used with any liquid 
sanitising agent and, as pointed out earlier, it 
can also be used as a soap dispenser.”

Help us to help the nation
“We are committed to this country and 

wherever possible we will endeavour to help 
the South African community and those that 
are less fortunate. This development of the 
SANI-STATION shows our commitment to fighting 
this virus. We have taken it further by involving 
each customer that buys one of our dispenser 
stands.” 

“For every 20 stands sold we will donate a 
bulk unit with adaptor and a 5-litre sanitiser to 
a school, clinic, orphanage, hospital, old age 
home or animal help society in need in South 
Africa.” 

“Buy 20 stands and we will donate it to a 
charity of your choice in your name! Buy one 
stand or share our post on Facebook tagging 
us and the charity of your choice and we will 
add your charity to our list. The more times that 
charity is mentioned, the higher up the list they 
go.”

“We are in this together and your purchase 
will make sure that those in need will get some 
relief.”

“As we prepare for the new normal life is 
going to be very different for all of us in the 
future. Sanitising is going to be part of our daily 
discipline, whether it is going to your local shop 
or business or flying internationally. Everything 
will have to be sanitised regularly many times a 
day.”

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

Somta Tools designs and builds 
SANI-STATION, a non-contact, foot 

operated hand sanitiser station
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There comes a time when all 
of us must face the grim yet 
daunting task of divesting 

ourselves of a friendship, once 
unassailable, in favour of a new 
and invigorating relationship 
ignited with passion and endless, 
yet-to-be-determined possibilities. 
This is no easy choice, and there 
is no unequivocally guaranteed 
outcome. Metaphorically 
speaking, high-pressure 
aluminium die-caster Schmidt 
Industries reached this crossroad 
in the company’s history last year 
when the company was taken 
over by a major creditor that 
has implemented a turnaround 
strategy that will realise the true 
potential of the company.

HW Schmidt Industrials was established in 1952 by 
the late Heinz-Werner Schmidt, and has in excess of 50 
years of experience in high-pressure aluminium die-casting 
manufacturing. The company has the capacity to produce high-
pressure aluminium die-cast components for the automotive 
component industry as well as other industries. More recently it 
had begun manufacturing blades and hubs for an industrial fan 
manufacturer.

Investors Alan van der Veen and Mike Taylor took control 
of the company in August 2019 and immediately began 
implementing a new strategy that would allow the company 
to broaden its scope of clients and build on those that the 
company was already servicing.

Schmidt Industries, as the company is now known as, 
has for a long time been a first and second tier supplier of 
components to the automotive industry and a manufacturer of 
its own range of toolboxes, hand tools and garden tools.

“The business was a very tightly controlled family run 
business,” said General Manager Graham Dow, who had been 
working for the company since 1981 and was re-appointed in 
August 2019 after a six month absence.

“Since the new shareholders took control of Schmidt 
Industries, we have seen a significant 
change in culture within the business 
and a change in structure and 
management. Large or small, every 
organisation should operate with a 
defined organisational structure. The 
creation of a corporate culture that 
supports the strategic vision clarifies 
reporting relationships and supports 
good communication – resulting in 
efficient and effective work process 
flow.”

“We have retained all staff 
that were employed before and 

have made the following new 
appointments - Group Production 
Manager, Group Financial Officer, 
a Quality Control Manager and 
a CNC Machining Manager, 
continued Dow.

Situated in the industrial 
area of Pinetown, KwaZulu-Natal, 
Schmidt Industrials has an array 
of CNC machines, cold chamber 
high-pressure die-cast machinery 
and plastic injection moulding 
machinery at its disposal. 
Within this facility the company 
also has a computer controlled 
automatic blade grinding plant, 
a sophisticated hardening plant, 
an epoxy powder coating plant 
and a computerised laser printer.

The main focus in the 
aluminium die-casting department is a Bühler Evolution 84 
D840 ton high-pressure die-casting machine that was primarily 
purchased to manufacture aluminium die-cast toolboxes but 
also opened up revenue streams in the automotive and other 
industries.

The company has four other high-pressure die-cast 
machines, ranging from 280 to 700 tons. Together with the 
Bühler Evolution 84 state-of-the-art casting cell, these four 
machines are housed in a purpose built 1 100m² production 
hall. The castings that the company can produce have a mass 
range of between one and 7kgs.

“Our main challenge in this department, and the other 
manufacturing departments, is to overcome our machine failure 
problems, due to poor maintenance in the past,” explained Dow.

“We are happy to report that we are now on the positive 
side of curve and looking forward to uninterrupted production. 
Maintenance of equipment is crucial to the business’s success 
and the well-being of staff and clients.”

Automotive industry
“We are happy to be a supplier to first and second tier 

suppliers in the automotive industry, who then do final 
assembly. Currently we are manufacturing 
wiper holders and connectors for 
air conditioning systems for Smiths 
Manufacturing, alternator end caps 
for Robert Bosch and oil and fuel filter 
components for GUD Filters.”

Other industries
“We are also manufacturing fan blades 

and hubs for Luft Industries and electric 
lighting housings for Genlux Lighting.”

Screwdrivers, hand and garden tools   
“For many years we have 

New owners of Schmidt Industries 
look to broaden scope of business

Significant change in culture within the business is showing positive signs.

“We have been particularly successful with our aluminium 
toolboxes since we launched them. Casting a toolbox of 2mm  

wall thickness is as a result of our innovative thinking and  
design capabilities.”

The Bühler Evolution 84 D840 ton high pressure die 
casting machine is robotically unloaded 



manufactured our own brand of garden tools – Reli-on. We will 
continue to do so. These tools are distributed through major 
industrials distributors and retail chains.”

“However, the other brand that we are well-known for – 
Wera screwdrivers – we will no longer be manufacturing under 
license. We have decided to launch our own brand of Schmidt 
screwdrivers and like the garden tools they will be distributed 
through major industrials distributors and retail chains.”

“Production of the new range is in progress and the 
screwdrivers will be introduced to the market during May 
2020.”

Tool and die design
“We have a fully operational toolroom and offer tool and 

die design and have formed a partnership with Lesch Tool and 
Die for tool manufacturing. We have been complimented by 
the international partners of our customer for the innovative 
mould design for the long-term contracts that we have in the 
automotive industry.”

Aluminium toolboxes
“We have been particularly successful with our aluminium 

toolboxes since we launched them. Casting a toolbox of 2mm 
wall thickness is as a result of our innovative thinking and 
design capabilities. The overall result is a Toolbox, the only one 
of its kind in the world that is lighter and stronger than any 
other conventional toolbox. Lately we have had a number of 
encouraging large orders from international clients and we are 
now able to brand the boxes with individual company logos or 
brands. This is also a benefit to many who are looking to use 
them for promotional aspects. Our capacity for these is 2 000 
boxes per month.”

“Essentially nothing has changed at Schmidt Industries in 
terms of the manufacturing capabilities since the new owners 
took control. However, there has been a big change in company 
culture, management objectives and output goals. We have 
attended to and improved the utilisation of one of our main 
assets – equipment – and will continue to do so.”

“We are now looking at export markets, which we have not 
done so before, and will also be looking to fill the excess die-
casting capacity with non-automotive components,” explained 
Dow. 

For further details contact Schmidt Industries on  
TEL: 031 702 9321

It is with great sadness that I have to report on 
the sudden and untimely passing of Kennith 
Richard Beverley on the 10th April 2020. Ken 

was one of the most well respected and liked 
personalities in the tooling supply industry, 
having worked in the industry for over 45 years. 
But more importantly he was a very proud man, a 
devoted husband and family man, lived a fulfilled 
life with the motto of the first to give and the last 
to take, uppermost in his mind.

Born in Johannesburg on the 15th December 
1947 Ken spent his entire working career in 
the engineering industry. Notably Ken worked 
with one company since 1978 up until his retirement seven 
years ago at the age of 65. When Ken joined the Veit brothers 
at Toolquip the company operated from small offices in a 
building known as Kensington Place above The Burger Ranch 
Steakhouse opposite the Oribi Hotel in Roberts Avenue, 
Kensington, Johannesburg. At that stage the company 
marketed a few German brands of tooling. 

Ken was involved on the sales side of the company and 
was appointed as Sales Director in the 1980s. Along with 
his fellow Directors and colleagues Ken grew the company 
to eventually by 1985 the company had over 22 000 stock 
items. In 1998 Toolquip merged with Allied Machinery 
Equipment and was renamed Toolquip & Allied. Ken continued 
on as the Sales Director of the new company and was 
instrumental in growing the company’s product base and 
relationships with external suppliers and customers. The 
company would eventually be sourcing various products from 
over 300 manufacturers from 25 different countries worldwide 
including countries in Europe and the East. The company also 
carried over 73 000 line items and on average 145 000 items 
would leave the Toolquip & Allied premises every month. The 
building that the company operated from included 3 500m² of 
warehousing and 2 500m² of office floor space.

 Ken was certainly well known internationally amongst 
the tooling, cutting tools, accessories, consumables and 
industrial products manufacturing companies and in South 

Africa amongst the engineering industry but he still 
remained a very humble man. 

Ken was also known as a no-nonsense type of 
guy and demanded success from his staff but was 
always considered to be fair in his demands. He also 
had an open-door policy for his staff colleagues and 
friends and many of his clients would be regarded 
as friends as well. One such long-time buddy from 
the engineering industry was Alec Bernardo, who 
taught Ken so much and who also learnt so much 
from Ken. The two remained friends for 45 years.

Always very presentable himself Ken insisted 
his reps were well dressed, presentable, hygienic 

and knowledgeable before even thinking of calling on clients. 
Ken was strict on working hours but would let his reps go 
home a bit earlier on the odd Friday, only if your sales were 
exceptional. Sales meetings on a Thursday afternoon were 
always on the schedule.

Ken also insisted on ethical business and made sure his 
reps were honest with their clients. If for example he caught 
you trying to give incorrect information to customers about 
delivery times, you were in deep trouble. As a result, Ken’s 
reps were successful and had extreme respect for Ken and 
what he stood for. Ken cared for their wellbeing, rewarding 
those that worked hard, whether they were external or internal 
sales staff. Ken also made sure that his family of personal 
staff owned their own homes and had their own vehicles and 
he was proud of what they had achieved.   

Ken was responsible for producing the best and most 
comprehensive catalogues, first for Toolquip (first produced 
in 1978) and then subsequently Toolquip & Allied. Still today 
these catalogues are referred to in the industry.

Ken’s personal interests included sport, conservation 
- especially wildlife, shooting rifle and shotgun, motorcycle 
riding and deep sea fishing.

Rest in peace Ken. We will all miss you. His lifetime of 
dedication and self-sacrifice serve as a monument to the 
exemplary man he was. His humility, integrity, and hard work 
continue to inspire those who knew him.

Celebrating the life of Ken Beverley
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As machine tools have become more sophisticated (and 
expensive) and as tolerance for errors of any kind in 
the machining process approaches zero, more formal 

training programmes are becoming a more attractive training 
alternative for small shops as well as large manufacturing 
concerns.

The founders of Ikusasa CNC Training Centre recognised 
this fact and launched the company just over a year ago with 
a specific aim to train employees in G-Code programming, CNC 
setting and CNC machine operating. This vision of industry 
specific training has now expanded to include those that 
may not have the computer or machine skills required to 
participate in the above training courses. Training programmes 
for other areas associated with CNC machining that are 
necessary for an individual to become a skilled and competent 
CNC operator are currently being developed.

The company has announced that their CNC training 
facility is now merSETA accredited. 

“Although we have always upheld our training to the 
highest level, we now fulfill the merSETA requirements. 
I am proud to say that we have been accredited by the 
Manufacturing, Engineering and Related Services Sector 
Education and Training Authority and that we are excited to 
teach the valuable skills needed in the engineering industry 
that will contribute to creating jobs in South Africa.”

“We employed two full time Merseta moderated trainers 
to run our courses and have had to call on the services of a 

further two trainers regularly such has been the demand. Our 
courses have always been moderated by Merseta and as a 
result we have now received their accreditation. Coupled with 
our Level 2 B-BBEE rating companies are able to claim back 
their skills levy if they send employees to us to be trained.”

Candidates completing the courses at Ikusasa CNC 
Training Centre will be skilled in G-Code, CNC setting and 
machine operating and the importance of tooling when 
machining. This includes the essential machine operations 
of cutting speed, the role of the toolholder, the purpose of 
a cutting tool coating and various other machining-related 
tasks that a machine shop will require. All of which are 
areas of machining that influence how quickly an employee 
can assimilate new tasks and respond to new challenges. 
Candidates are also trained practically on a CNC lathe and a 
CNC mill.

“Certificate holders will be able to gain entry to highly-
skilled sectors in the mechanical engineering and the machine 
tool industry. While completing our courses they will also gain 
an insight into other areas such as pneumatics and hydraulics, 
robotics, Programmable Logic Controllers (PLCs), Computer 
Numeric Control (CNC), industrial Information Technology (IT), 
CAD and CAD/CAM software and measuring, which can open 
up further opportunities.”

For further details contact Ikusasa CNC Training Centre on 
TEL: 011 663 2600 or visit www.ikusasatraining.co.za

Ikusasa CNC training facility  
is now merSETA accredited

Joining the campaign to flatten the COVID-19 curve are three 
progressive KwaZulu-Natal-based technology companies 
Akhani 3D, Progressive Components and MATelec. The 

three companies are contributing by combining their design and 
engineering expertise to develop a high-quality, affordable and 
reusable face shield, ideal for essential services personnel and 
healthcare providers.  

Product development, prototyping and bridge manufacture 
of the lightweight protective shield has been driven by the team 
from Howick, KwaZulu-Natal-based Akhani 3D. 

On a normal day, they’re focused on providing a 
comprehensive production and industrial 3D printing and 
finishing service to a diverse customer base across Southern 
Africa. However, with the national lockdown placing limitations 
on their services, the three companies have embraced 
the chance to make productive use of their facilities and 
knowledge. 

“Our motto is ‘Make Possible’ and, with our partners, 
Progressive Components, who have steered the product 
development and optimisation for injection moulding, 
manufacture of tooling (mould), plus the production and 
packaging of the shield frames and bands, and Matelec, who 
have driven the production of the visors, plus packaging and 
distribution of the final product, we’re set to go to market with 
a quality, affordable protection product,” commented David 
Bullock, MD of Akhani 3D. 

“Features of the 
bespoke face shield 
include a lightweight 
comfortable design, 
a re-useable frame 
with replaceable 
PETG visors that are 
optically clear and easily sterilised,” continued Bullock.

“The high-quality visors are manufactured in a state-of-the-
art injection moulding facility in Durban, KwaZulu-Natal using 
FDA (US Food and Drug Administration) approved materials and 
are affordable.” 

Giving back
“We, as a team, have decided that a percentage of 

every sale through the website will go into a fund to produce 
additional face shields for those who are unable to afford it. 
These face shields will be donated to hospitals, communities 
and factories that require such PPE products,” said Bullock.

“As a team, we have been very excited to be able to 
collaborate and produce a product that will be an additional 
preventative measure in attempting to slow down the spread 
of the coronavirus with the possibility of contributing to our 
communities in a real way, in such a short period.”

The face shields are available in packs of 50 – visit  
https://ampco.africa/ for more details.

Innovative locally-developed  
face shield ready for market



Robots in the time of COVID-19
The contagion of COVID-

19 has swept through 
the lives of people 

across the globe, disrupted 
all industries and brought the 
world’s economy to a grinding 
halt. Some analysts predict 
the pandemic’s impact could 
be as devastating as the 
Great Depression, which 
lasted from 1929 to 1933.

As the world moves 
towards a different tomorrow, 
future-orientated solutions 
won’t merely be an option for 
industries but an absolute 
necessity. Robotics and 
automation technology are already playing a pivotal role in 
the health sector – from the use of automated laboratory 
tests to autonomous disinfectors utilised in hospitals – but 
they’re about to extend further into other industries faster 
than anyone could have predicted.

“The automotive industry has always been closely tied to 
robotics, and this is unlikely to change,” says Kurt Rosenberg, 
Managing Director of Yaskawa Southern Africa. 

“The fast-moving consumer goods (FMCG) and food 
markets, however, should see an increase and acceptance 

in the usage of robots and automation technologies. This is 
largely due to the ‘contact’ element, as health and safety 
officers will be even more concerned about cleanliness, 
sanitisation and hygiene in manufacturing processes, 
handling and distribution of goods, and factories. Considering 
COVID-19 can survive on certain surfaces, measures will 
need to be put in place to futureproof businesses from any 
potential outbreaks. And this is where robotics could come in 
to reduce contact and cross-contamination.”

While many industries have instituted stringent hygiene 
standards and practices for operations, they are also acutely 
aware of the human element. All it takes is one lapse and 
the risk of infection is catastrophic. There have already 
been several high-profile instances 
where essential services, such as 
hospitals and factories, have had to 
temporarily shut their doors because 
their staff have been infected by the 
virus.

Back in the seventies, Yaskawa 
proposed the innovative concept 
of an unmanned factory termed 
Mechatronics. Since then, 
the concept has evolved into 
i³-Mechatronics, featuring further 
advancements and implementations 
of automation through the 
management of digital data. Whether 
it’s partial or full automation, there 
are flexible solutions that allow for 

smart integration, real-time 
visualisation of systems and 
industrial evolution through 
technological innovation. 
Not only do these solutions 
increase overall productivity 
and systems processes, 
but there’s also the ability 
to improve standards 
and quality of both the 
manufacturing plant and 
products. 

Considering the current 
restrictions of the number of 
employees allowed back at 
work and the need for social 

distancing, the industries 
that embraced i³-Mechatronics are better prepared to deal with 
the pandemic’s side effects. From the stability and reliability 
of streamlined production (despite fewer employees at their 
disposal) to rigorous health and safety standards, a robotised 
workforce is capable of business as usual even in unusual 
times.

Rosenberg believes a robot-powered workforce is the way 
of the future, both locally and internationally. While he’s seen 
a significant uptake in robotic technology in South Africa, 
there are positive signs it’ll grow in the years to come as 

businesses provision for these types of advancements. 
At the same time, there’s a fear that robots will take the 

place of humans in the workplace, hence the reluctance 
to embrace technology. Andrew Crackett, National Sales 
Manager at Yaskawa Southern Africa, believes it’s actually 
affording more opportunities to both organisations and 
employees.

“We’ve implemented several projects at labour-intensive 
organisations to streamline operations,” says Crackett. 
“Instead of seeing a reduction in staff, we’ve actually 
witnessed the employees reassigned to other areas or new 
positions. By freeing up resources, there’s the possibility to 
upskill and redeploy, while still improving the overall process 

and positively influencing the 
organisation. Robots will still need 
quality assurance, operators, and 
support staff, as an example.”

While the havoc caused by 
COVID-19 cannot be understated, it 
has also pushed industries to think 
towards the future and plan better.  
A robotised workforce might not 
seem like something out of a sci-
fi film anymore, but a necessary 
requisite for any business to survive 
in the face of disaster.

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

Kurt Rosenberg of Yaskawa South Africa believes a robot-powered 
workforce is the way of the future, both locally and internationally

The success of manufacturing will depend on its adoption 
of automation - the key is to work smarter, not harder

Kurt Rosenberg of Yaskawa South Africa believes a robot-powered workforce  
is the way of the future, both locally and internationally
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Ford Motor Company of Southern Africa (FMCSA), one 
of South Africa’s top vehicle exporters and a leader in 
the pickup segment with the locally assembled Ford 

Ranger that is exported to over 100 global markets, is also 
a significant supplier of components to Ford manufacturing 
plants internationally by managing the local manufacturing 
and export of catalytic converters.

Annually, more than 1.8 million catalytic converters are 
supplied from South Africa to 25 Ford vehicle manufacturing 
plants around the world, along with two aftermarket 
divisions, with more than 18 million units exported over 
the past decade. The catalytic converter is an essential 
exhaust emissions control device that reduces toxic gasses 
and pollutants from diesel and petrol internal combustion 
engines, thus contributing towards cleaner emissions and 
reduced environmental impact.

FMCSA has nine local catalytic converter manufacturers 
– six of which are based in Port Elizabeth, two in Cape Town 

Ford Motor Company of Southern Africa (FMCSA), one of South Africa’s top vehicle exporters and a leader in the pickup segment with the 
locally assembled Ford Ranger that is exported to over 100 global markets, is also a significant supplier of components to Ford manufacturing 

plants internationally by managing the local manufacturing and export of catalytic converters

South Africa supplies catalytic converters to Ford plants in Europe 
that assemble the Fiesta, Figo, KA, B-Max, EcoSport, Focus, 

Mondeo/Fusion, C-Max and Transit/Tourneo

South Africa is a leading supplier  
of catalytic converters for Ford globally
Ford Motor Company of SA is contracted to supply more than 1.8 million catalytic converters 

annually for local vehicle assembly and export markets. Catalytic converters
supplied to 25 Ford customer plants and two aftermarket divisions internationally.

Almost 37 million catalytic converters produced over the past 25 years.
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and one in Germiston – which support Ford’s global vehicle 
assembly operations for a variety of models. A single supplier 
located in Ibiden, Hungary, is also contracted by FMCSA to 
supply customer plants in Europe.

“Catalytic converters have been a crucial part of our 
export business since this division was established in the 
mid-1990s,” says Ockert Berry, VP Operations at FMCSA. 

“The programme ramped up significantly in 2002, and 
through to the end of 2019 we have supplied almost 37 
million catalytic converters to Ford plants around the world.”

“As a highly specialised industry, the catalytic converter 
business is an important contributor towards investment and 
employment in the local economy, and currently supports 
several thousand jobs at our nine local supplier companies.”

In 2019 alone, over 160 000 catalytic converters were 
fitted to Ford Ranger pickup and Everest seven-seater 
sport utility vehicle (SUV) models produced at the Silverton 
Assembly Plant in Pretoria – destined for the domestic and 
export markets. Catalytic converters are also exported to 
Ford Ranger assembly plants in Argentina and Thailand.

South Africa supplies catalytic converters to Ford plants 
in Europe that assemble the Fiesta, Figo, KA, B-Max, 
EcoSport, Focus, Mondeo/Fusion, C-Max and Transit/
Tourneo. 

Locally manufactured catalytic converters are also 
shipped to North America for use in the Ford Fusion which  
is assembled in Oakville, Canada, along with the Transit  
van produced at the Kansas City plant in the US.

FMCSA has nine local catalytic converter manufacturers – six of 
which are based in Port Elizabeth, two in Cape Town and one in 

Germiston – which support Ford’s global vehicle assembly 
operations for a variety of models. A single supplier located in 

Ibiden, Hungary, is also contracted by FMCSA to supply customer 
plants in Europe

The programme ramped up significantly in 2002, and through to the 
end of 2019. Ford have supplied almost 37 million catalytic 

converters to Ford plants around the world

Hudaco Industries Ltd 
(share code: HDC), 
has been approved for 

a secondary listing on A2X 
Markets and started trading 
on the 5th May 2020. 

 Hudaco specialises 
in the importation and 
distribution of high quality 
branded automotive, 
industrial and electronic 
consumable products. 
Hudaco retains its listing on 
the JSE and its issued share 
capital will be unaffected by 
its listing on A2X. 

 The addition of Hudaco 
to the A2X board will bring 
the number of securities available for trade on A2X to 37 with 
a combined market capitalisation of around R2 trillion. These 
companies include Top40 constituents, Aspen, Growthpoint, 
Mr Price, Naspers, NEPI Rockcastle, Standard Bank, Sanlam 
and Sasol.

 A2X boasts listings from all key sectors, including media, 

mining, banking, retail, 
FMCG, financial services, 
insurance, healthcare 
and telecommunications. 
In addition, A2X has 
also attracted listings in 
exchange traded products 
including two of Investec’s 
exchange traded notes as 
well as three Absa exchange 
traded funds.

 
About Hudaco
Hudaco Industries 

is a South African group 
specialising in the 
importation and distribution 
of branded automotive, 

industrial and electrical consumable products, mainly in the 
southern African region. Included in the Group are other 
manufacturing companies of engineering related products. 
These include Bosworth, Ambro Steel, Ernest Lowe, Gear 
Pump Manufacturing, Dished End, Joseph Grieveson and 
Proof Engineering.

Hudaco lists on A2X
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I was warned before visiting Solidworx Engineering to not to 
attempt to visit using my sedan vehicle. The reason given 
was because there had been plenty 

of rain in the area and the gravel 
roads leading to the company were 
in bad condition. Gravel roads should 
give you a clue as to the location of 
the company – not in your normal 
industrial area that has tarred 
roads and other good infrastructure. 
Fortunately, by the time I had to visit 
Solidworx Engineering, the rain had 
relented and the baking sun had dried 
the roads to the extent that an off-road 
or 4x4 vehicle was not necessary. I 
was happy though that I did not have 
to drive the gravel roads in my sedan 
every day.

“There are a number of reasons 
that we moved to this location,” CEO 
Anton Bezuidenhout began explaining.

“The area has been zoned 
industrial but unfortunately the 
necessary infrastructure that was 
promised has not materialised, but 
that has not deterred us. The gravel 
roads are generally in good condition 
except during the wet season. Our 
‘Lapa’ (A lapa is a structure that is 

popular in South Africa. It usually consists of a thatched roof 
supported by wooden poles), as we call it, is in tune with the 

local nature, yet it is not far from the 
hustle of Pretoria. In fact, we are only 
six kilometres from the N1 highway 
just north of Pretoria, in an area called 
Derdepoort. Our physical address might 
be registered as NO513 Sakabuka 
Avenue but, as you can see, we are not 
in the middle of nowhere,” continued 
Bezuidenhout.

“Sometimes it even gets too busy 
for me and I have to retreat to a remote 
location if I need the quiet space to 
design a new tool or die. The electronic 
tools at our disposal these days afford 
us this opportunity.”

“I established Solidworx Engineering 
in 2008 after my business partner 
Andre van Niekerk and I closed our 
previous business - Wheelcraft Alloy 
Wheels. We had to pull the plug on the 
specialist alloy wheel manufacturing 
business because, even though we 
had been in business together for 18 
years and had a very good reputation, 
we could not compete with the influx of 
Chinese manufactured wheels that were 
being imported at the time.”

Solidworx Engineering  
and Fabcast Alloys combine  

talents and expertise

SHOPFRONT   FOCUS

Fabcast Alloys manufacture high-pressure die-castings from one gram up to 6kg

Marketing and Sales Manager Werner Schoombee  
with CEO Anton Bezuidenhout
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“We had built the business 
from a five-man operation to 
one that employed 185 people 
and were manufacturing 
between 8 000 and 10 000 
wheels a month. And this was 
not supplying any of the OEMs 
but rather the aftermarket only. 
We were even exporting but 
when you are competing against 
a product that is imported at 
less than our manufacturing 
cost, you are on a hiding to 
nothing. A sad situation to 
experience but also one where 
we gained a lot of knowledge 
and technical expertise to take 
forward.”

“I have been involved in 
tool and die making all my life. 
I qualified at one of the SOEs 
before moving to a large South 
African corporate aluminium 
beverage can manufacturer. I 
then moved to a company in Babelegi when the industrial area 
was thriving in the Bophuthatswana Homeland. The whole 
area is now a shadow of what it used to be.”

“After a few years at that company I then joined the Tiger 
Wheels manufacturing plant in Babelegi. All the time I had 
continued to work in my trade as a tool and die maker. At 

Tiger Wheels I was second in 
charge of the toolroom and 
introduced a number of new 
processes that saved on costs 
and time. Sadly, that plant no 
longer exists but long before it 
was liquidated, I had already 
started to set up Wheelcraft Alloy 
Wheels with Andre and when the 
time was right, we went into full 
time production.”

“We established the company 
manufacturing steel narrow and 
wide rims with pressed in and 
bolted together aluminium alloy 
centers that were gravity cast for 
the aftermarket motor industry. 
They were special looking wheels 
for a niche market, especially 
when you had them chromed.”

“After the first year we 
started manufacturing one-piece 

gravity die-cast and machined 
wheels and about three years 
later we invested in a low-pressure 

die-casting machine, and that took us to the next level of 
wheel manufacturing. We were not interested in the mass 
production for the OEMs, while at the same time we were 
not reinventing the wheel. We manufactured all our own 
dies for manufacturing the wheels and for the accompanying 
accessories.” 

Fabcast Alloys has gravity die-casting and high-pressure  
die-casting facilities
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“The success of our business was built on one singular 
goal and philosophy - to deliver the absolute highest quality 
custom manufactured wheels that money can buy.”

“Wheelcraft Alloy Wheels was also one of the first 
wheel manufacturers in South Africa to introduce an LM 6 
aluminium rim that was gravity cast as a solid. Low-pressure 
casting is now the dominant method of casting aluminium 
rims but then you have a plant that is manufacturing 
thousands in a shift.”

“Generally speaking, light alloy rims are only 
manufactured in aluminium and magnesium. Magnesium 
rims in conventional cars are extremely rare due to their high 
cost, and most importantly, low corrosion resistance. The 
main advantage of cast aluminium rims over steel is that it is 
possible to be able to have a unique design, high dimensional 
accuracy and optimal static and dynamic mechanical 
characteristics.”

“Of course, the weight of aluminium rims over steel is 
another advantage.”

“During my Wheelcraft period I gained invaluable 
experience in casting aluminium. My partner Andre and I even 
built the company’s melting furnaces and low-pressure die-
casting machines that we used.”

“The birth of Solidworx saw me return to my roots of 
designing and manufacturing tooling - press tooling and form 
tools. I have a decent size ‘garage’ on my small holding, which 
is located here in Kameeldrift East, and I already had a CNC 
toolroom mill that was mainly used for the various hobby 
activities I did. It would become one of my main machines as I 
got orders for more and more tools.”

“My tooling has been exported to Australia, for example, 
and one of my first clients, 
is still a client today. I love to 
design custom-engineered 
tooling - even for smaller 
contract manufacturers 
with a high mix of low-
volume work. Although my 
strength is in die making 
as well as press and form 
tooling, we will also design 
and manufacture tooling for 
injection moulding and the 
manufacturing of plastic 
components if required.”

“I recently designed 
a trim tool for a client 
that allows them to now 

rework the scrap whereas before it was going to the scrap 
dealer and realising much less value to the client. Too many 
suppliers develop product in a vacuum and then bring it to the 
customer as a solution. You’ve got to work together.”

“As I grew, I started to employ staff and add onto 
my ‘garage’. But all along I knew you had to add value 
where possible, either by offering machining services or 
manufacturing components for clients. Getting involved in 
the value stream requires investment but at the same time it 
does not leave you vulnerable to one area of manufacturing. 
Even if it is finding a solution to eliminating unnecessary 
manufacturing steps to a client’s process. When I was at 
Tiger Wheel Manufacturing, I could see that there were 
unnecessary manufacturing steps but it fell on deaf ears 
when I suggested changes. ‘This is how it has always been 
done and this is how it will always be done.’”

“That attitude would not survive in today’s climate. 
Everything is so fluid and the digital age is almost making it 
slippery. Removing waste from the value chain is a must and 
not an option.”

Gravity die-casting
“My long-time association with gravity casting was a big 

influencer in Solidworx getting back into gravity aluminium 
die-casting. We are designing dies for a lighting industry and 
offered to manufacture certain of the components locally 
that they were importing. We were given the chance and now 
we manufacture a number of components for these clients, 
besides manufacturing their dies.”

“All of this was taking place in my ‘garage’ on my small 
holding. Eventually it became like a rabbit warren and I had 

to address the problem 
if I wanted to grow my 
manufacturing side.”

“At this stage on the 
aluminium gravity die-
casting side we can produce 
between 6000 and 9000 
components monthly. 
This volume is based on 
components that vary from 
as light as 30 grams to 
30kg. Our melting holding 
furnaces vary from 50kg to 
250kg melted aluminium 
weight. Dies are cleaned by 
fine sandblasting after every 

run and are maintained 

Fabcast Alloys has four high-pressure die-casting machines -  
two 160 ton machines, one 250 ton and one 400 ton

Fabcast Alloys manufacture gravity die-castings from 30 grams to 
30kg

Fabcast Alloys produce between 8 000 and 10 000 high-pressure die-cast 
components in a month
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in-house by our tool room.”
“Again, we built our own furnaces.”

High-pressure die-casting
“The drawback of limited space and no workflow was 

compounded when I got the idea to venture into high-
pressure die-casting where you can do volume production, as 
compared to the amounts of components or products that you 
can cast with gravity casting.”

“We were prompted by a few clients during a period 
of time that required high-pressure aluminium die-casted 
components. We 
soon realised that 
there is a gap in 
the market for this 
and after some 
research we found 
out that the owner 
of Fabcast Alloys 
was about to retire. 
This was a perfect 
opportunity for us 
to tentatively get 
into the business of 
high-pressure die-
casting.”

“The foundry 
was based in 
Nigel, southeast 
of Johannesburg, 
Gauteng. That 
location was not 
in our thinking so 
we moved all of 
the equipment to 
a rented factory 
north of Pretoria 
as we did not have 
the space at the 
smallholding. The 
equipment was in 
bad shape and had 
not been serviced 
for many years so 
the interim location 
gave us time to 
refurbish it all, 
which was a major 
undertaking.”

“We acquired 
four machines 
– two 160 ton 
machines and 
one 250 ton and 
one 400 ton. This 
gave us a fairly 
decent mix of what 
aluminium die-
cast components 
that we could 
manufacture. This 
range is from one 
gram up to 6kg.”

“Obviously 
we were thinking 
bigger than just a 
few clients. Now 

that we are up and running, we do have many more clients in 
a variety of industries. We produce between 8 000 and  
10 000 components a month.”

“Between the two processes – gravity die-casting and 
high-pressure die-casting – we can cast up to twenty tons of 
castings in a month, depending on orders.”

“The acquisition of Fabcast Alloys also allowed us to 
become a Level 2 BEE contributor.” 

New factory
“As I said earlier there were many reasons for us moving 
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to our ‘Lapa’ in Derdepoort. The introduction of the high-
pressure die-casting business was one but another more 
important one was space and material and component flow. 
We moved into our new purpose-built 1 120m² factory two 
years ago. The total size of the stand is 10 000m² so there is 
plenty of room for expansion.”

“The space in the factory is divided into the specific area 
of process that we are involved in and of course assembly and 
dispatch.”

Toolroom
“My expertise is in tool and die making as well as design 

and for this you need a full-on toolroom. From my original 

hobby Haas toolroom mill we invested in a lot of conventional 
lathes, milling machines, a surface grinder, EDM and a CNC 
machining center to enable us to have our own dedicated tool 
room.”

Machine shop
“For the machining of the cast components we have a 

full-on production machine shop consisting of the following 
machines: A Feeler vertical machining center, a Johnford 
vertical machining center, a Fanuc RoboDrill Alpha-D14MiA5 
and a number of press drills and tapping machines.”

“In November 2019 we added a second Fanuc RoboDrill. 
This time we purchased a bigger version - the Alpha-D14LiA5.”

Between the two processes - gravity die-casting and high-pressure 
die-casting - Fabcast Alloys can cast up to 20 tons of castings in a 

month

Fabcast Alloys also offers a shot blasting service

Solidworx Engineering CEO Anton Bezuidenhout’s expertise is in tool 
and die making as well as design

The new Fanuc RoboDrill Alpha-D14LiA5
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“We have also just installed two Kent CNC vertical 
machining centers, with one of them fitted with a 4th 
axis. These are second hand machines but are still in very 
good condition. We acquired them from another precision 
engineering shop and we know they have been looked after.”

“The machining department has grown substantially in 
recent years and this is because we now offer machining 
services as well. Besides needing the machines for the 
manufacture of tools and dies we can also add value to the 
castings that we produce. But it goes even further than that. 
We are now manufacturing a number of components from 
scratch for clients to their specification.”

One-stop shop
Success comes to shops that are attentive to the 

changing needs of their customers. Such shops are generally 
willing to make fundamental manufacturing changes and 
process additions, when appropriate, to best meet those 
demands. In a growing number of cases, a shop’s customer 
wants to receive more than just a component that has been 
accurately machined.

“The company has evolved into operating as a one-stop 
shop. We are now recognised as a source where multiple 
manufacturing processes are offered – we have also invested 
in an injection moulding machine and manufacture the 
moulds for the plastic components that are required. We 
are not quite the one-stop shop because we don’t offer post 

processing services such as powder coating but that could be 
a proposition in the not too distant future.”

“Admittedly, there are other processes that we currently 
outsource. The reason they are not performed in-house is 
because they don’t fit into a foundry or machining operation 
and we have very reliable suppliers.”

“We are able to design – we use Solidworks software for 
our 3D modelling and designing and we do 3D printing for 
rapid prototyping where needed.”

“We use Mastercam software to create the tool paths for 
complex machining, whether it be a tool or a component. We 
are limited to non-ferrous metal castings such as aluminium 
and brass but not so on the machining side. We are also 
able to advise. A recent example is where we converted a 
client from aluminium gravity die-casting to high-pressure die-
casting. We are also able to offer solutions whereby we come 
up with an idea to a client’s problem, develop it and then 
manufacture it.”

“With new products or patents, we can assist from patent 
searching to full prototyping, all in one package.”

“We also offer rolling of angle and flat bar, sheet metal 
bending, welding in CO2 and TIG and fabricating services.”

Solidworx Engineering and Fabcast Alloys employ 45 staff 
between the two companies, and Fabcast Alloys has recently 
been certified with ISO 9001:2015.

For further details visit Solidworx Engineering on  
TEL 082 901 0749 or visit www.solidworx.co.za

An overview of the CNC machine shop at Solidworx Engineering Solidworx Engineering will do 3D printing for rapid prototyping 
where needed

An example of where Solidworx Engineering machines a component 
and also manufactures the injection moulded component

Solidworx Engineering has evolved into operating as a one-stop 
shop. The company has also invested in an injection moulding 

machine and manufacture the moulds for the plastic components 
that are required
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South African Roll Company 
(Sarco) has long been 
recognised as one of the 

leading international manufacturers 
of castings used in the steel 
and non-ferrous manufacturing 
industries. Producing castings 
weighing up to 65 tons requires 
the foundry to have large melting 
capacity and the machine shop to 
have custom-built CNC equipment. 
All the processes in between 
pouring of the metal and final 
machining have to match and 
accommodate the size and weight 
of the castings – no mean feat.    

“Sarco has been manufacturing 
castings since 1947 and has 
been operating from its own 
dedicated foundry and machine 
shop since 1975, when the owners 
at the time the Dorbyl Group of 
Companies, commissioned a 
specialised facility. SARCO begun 
life in the Vanderbijlpark Vecor 
foundry. In 1974 the Dorbyl Group 
of Companies was established 
and Vecor became part of Dorbyl’s 
heavy engineering division,” 
explained SP van der Walt, Sales 
and Marketing Manager at SARCO.

“United Foundries, a well-

known international Foundry, 
acquired the Dorbyl Roll Works 
from Dorbyl Limited in 1998. This 
resulted in the creation of the 
current name of Sarco. However, in 
November 2008, United Foundries 
sold Sarco to a shareholding group 
comprised of Nedbank Capital 
Private Equity, Medu Capital and 
Management and the company 
has since retained the name,” 
continued van der Walt.

Heavy engineering castings
“In 2016 Sarco expanded their 

casting capabilities to service 
the local and international heavy 
engineering sector. A combination 
of sophisticated equipment, the 
latest technology, together with 
skills and experience acquired 
through over half a century in 
the business, positioned Sarco 
amongst the world’s leading roll 
manufacturers currently available 
to the steel industry.”

“The foundry has six coreless 
induction furnaces with a total 
capacity of 86 tons. In our case 
main frequency induction heating 
is a superior alternative to arc 
furnace heating, as induction 

Melting capacity allows Sarco 
to expand their casting product base

Company is internationally recognised for manufacturing of castings 
for the steel mill industry.

South African Roll Company (Sarco) has long been recognised as 
one of the leading international manufacturers of rolls used in steel  

and non-ferrous manufacturing industries

Sarco have three furnaces with capacities of 22 tons each, one  
5 ton, one 3 ton and one 12 ton unit giving the company a 

combined capacity of 20 000 tons in a year. The six coreless 
induction furnaces have a melt capacity of 86 tons 

Sarco have 38 staff employed in the foundry and 10 are now 
dedicated to the general engineering castings side



heating provides a faster, more efficient heat. Additionally, 
a thermal analysis system is used to evaluate and optimise 
molten metal quality before tapping and casting.”

“Chemical composition and temperature are precisely 
controlled and adjusted by strict checks on the quality of 
raw materials and alloy additions, as well as the application 
of statistical process control methods. These controls, when 
combined with the induced stirring action in the liquid 

metal bath in this type of furnace, ensure the homogeneous 
melt essential for continued repetitiveness of the required 
metallurgical standards.”

“We have three furnaces with capacities of 22 tons 
each, one 5 ton, one 3 ton and one 12 ton unit giving us a 
combined capacity of 20 000 tons in a year, based on the 
capacity limits of equipment such as mould drying, casting pit 
space and heat treatment facilities.” 

Sarco’s moulding sand system is based on the phenolic resin binder 
system. The company has recently invested in two new continuous 

sand mixers

Three mill rolls in a pit cooling off in the foundry
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New sand reclamation plant and 
continuous sand mixers

“Our moulding sand system 
is based on the phenolic resin 
binder system and we use local 
patternmakers to build our patterns.”

“Towards the end of 2019 we 
installed a new sand reclamation 
plant and two continuous sand mixers. 
All the associated equipment such 
as hoppers and cooler classifiers are 
also new, including a new shakeout. 
This investment serves to improve 
the reclamation and reusability of 
the sand employed in the moulding 
process, thus reducing the impact on 
the environment whilst improving the 
quality of the product at substantially 
reduced production costs.”

“As you can imagine, with 
the size of the castings we are 
manufacturing we use plenty of 
sand so an investment in this 
technology was necessary.” 

Dedicated heavy engineering 
castings floor

“Initially when we introduced 
the concept of manufacturing 
heavy engineering castings into the 
foundry, all of these castings were 
done in the same pits and floor 
space as the mill rolls. Experience 
taught us that we had to separate 
the departments and now the 
general engineering castings 
department has its own pits, which 
have been upgraded, and floor 
space.”

“The area at our facility under 
roof is large so we have more than 
enough space. But who knows? 
In the future we could separate 
and hive off this section of the 
foundry into its own facility as 
we have enough adjacent land to make improvements and 
additions.”

New focus on heavy 
engineering castings

“With a team dedicated to 
the heavy engineering castings 
side, we have employed a 
dedicated sales and marketing, 
and technical team that has 
taken control of the production 
side.”

“Additionally, we have 
ramped up the skills of the 
staff in this department with 
an emphasis on those that 
are on the foundry floor. They 
have advanced methoding 
courses and others on foundry 
practices.”

“Our predictive metal analytics 
software is also used in the casting 
process. The software determines 
the liquid metal solidification 
morphology and quality.”

“Currently we are focusing on 
low alloy cast steel, high chrome 
iron, cast iron and SG iron but in 
the future, as demand grows, we 
will look at higher alloyed steels and 
other associated metals.”

“Using the equipment that is 
already in place for the mill castings, 
moulds are heated in gas-fired 
drying ovens, while efficient mould 
coating and chill spraying techniques 
ensure to clean casting surfaces at 
all times.”

“Some of the castings that 
we have manufactured in this 
division include slag pots, chocks, 
drop balls, mantle heads, leveller 
frames, wear liners, discharge 
heads and trunnions. But we are not 

limited to these. For any larger 
size castings for the mining, 
energy, transport, agriculture, 
construction, petrochemical and 

general engineering industries, we are more than capable of 
manufacturing.”

The general engineering side of the foundry 
preparing a slag pot mould

The slag pot mould

Mill rolls exiting one of the two bogie hearth heat treatment 
furnaces

Mill rolls are ultrasound tested before machining







38   METALWORKING NEWS   V 19.2   May 2020

Heat treatment 
“We have a 

fully supportive 
heat treatment 
department 
that contains 
six large top hat 
type furnaces 
and two bogie 
hearth furnaces. 
All furnaces 
have interior 
stack bonded 
ceramic fibre 
block insulation 
and are heated 
by high velocity, 
gas-fired burners. 
Temperatures and 
cycle times are controlled by 
sophisticated instrumentation 
and programmable logic 
controllers. Thermocouples are 
attached to the castings and 
all cycles are pre-programmed 
into the PLC to ensure precise 
repeatability.”

“This service is also offered 
to the general engineering 
castings division clients.”

Quality assurance
“Sarco is ISO 9001:2015, 

ISO 14001:2015 and OSHAS 
18001:2007 accredited. The 
Quality Assurance department 
has strict procedures for 
planning, manufacturing, testing 
and document control. Equipment 
in the department includes a Bruker Q4 spectrometer, a 
portable XRF Bruker metal analyser, an Equotip, Struers 
Vickers and Rockwell hardness testers and other equipment 
associated with an internationally accepted laboratory.”

Manufacture of mill specific castings
“Besides supplying ArcelorMittal, Columbus Stainless Steel 

and SA Metal locally, we also supply our castings to mills all 

over the world. 
Despite the size 
of these castings, 
it is still a very 
competitive 
market. Generally 
speaking, each 
of our castings 
are unique, and 
depending on 
what they are 
used for, they 
last for different 
amounts of hours 
of use. Some of 
these castings 
are bimetallic 
and consist of a 
wear resistant 

working layer (shell material) 
and a ductile iron (SG) 
core. The working layer 
(shell material) hardness 
ranges from 65ShC to 
85ShC. Dimensions 
of these castings vary 
according to client-specific 
requirements.”

Machine shop (heavy 
and light bay)

“Critical to the 
manufacture of mill roll 
castings is our machine 
shop. The machine shop has 
a wide variety of equipment, 
custom-built for roll 

manufacturing. The shop is 
divided into a heavy bay and 

a light bay. The heavy bay handles castings from 10 to 85 tons 
in cast mass with a bed diameter up to 1 650mm and total 
length up to 10 metres. The light bay is for castings from 450 
kilograms up to 10 tons with a bed diameter up to 1 400mm 
and length of 5 500mm.”

“Facilities include roughing lathes, CNC finishing lathes, 
single head milling machines, large and duplex neck milling 
machines, large and small finishing grinders, a rough/finish 

A mill roll being set up for machining

Mill rolls in the machine shop waiting to be machined

Sarco have a tailor-made WaldrichSiegen heavy-duty CNC lathe in 
the machine shop

The company can manufacture castings from 450 kilograms  
up to 85 tons
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A smaller mill roll weighing in the region of 450 kilograms

Damaged mill rolls are cleaned up before being taken for recycling

Sarco have a Bruker Q4 Tasman spectrometer for metal analysis

In the smaller bay machine shop Sarco has two vertical boring mills 
to enable the machining of spin cast sleeves for universal mills 

A view of the heavy-bay machine shop

grinder, automatic ultrasonic scanning equipment and a 
Lismar roll inspection machine for surface defects detection.”

New Managing Director
Having previously spent six years with Sarco as a 

metallurgist, Harold Pretorius returned to the company 10 
years ago. Pretorius held various positions at the company 
in these 10 years including Works Manager and Sales and 
Marketing Manager. Pretorius is currently appointed as the 
Managing Director of Sarco. 

“Sarco is a strong company with a long history in the 
manufacture of mill castings. We have gained a highly 
regarded reputation worldwide and will continue to build on 
this,” said Pretorius.

“Our venture into manufacturing general engineering 
castings was at first tentative but as we have gained more 
experience and know-how, we are confident to pursue further 
business in this area. We have the latest technical equipment, 
processes and experienced staff to be able to manufacture 
any general engineering casting.”

“When manufacturing mill castings, we have to cast and 
machine them to the tightest specifications and material 
requirements. In such a context, the requirement for increased 
quantities will be produced in a process-consistent and cost-
efficient manner.”

For further details contact Sarco on  
TEL: on 016 910 7000 or visit www.sarco.co.za
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Manufacturers are 
stepping up to 
meet the severe 

shortage of ventilators 
prompted by the current 
coronavirus pandemic – 
and not just companies 
in the medical industry. 
Numerous firms from the 
aerospace and defence 
sectors, and even Formula 
One, have offered their 
services.

In the UK, domestic 
appliance maker Dyson, 
defence contractor 
Babcock and the 
Ventilator Challenge UK 
consortium (including 
leading firms such as 
Airbus and Ford) have 
all received orders to 
make thousands of new 
ventilators to meet the 
government’s target of 
an extra 30 000. Rather 
than simply helping scale 
up production of existing 
products, these firms are 
working with designs that have never before been used or 
tested in real settings.

While all efforts are welcome, there are likely to be 
some major challenges for manufacturers trying to enter the 
medical devices sector for the first time. Journalists reported 
with amazement that the first batch of devices from the 
Ventilator Challenge UK consortium would include just 30 
units. But there are some good reasons why novel ventilators 
can’t simply be turned out in large amounts with just days’ 
notice.

Firstly, not just anyone can make a medical device. 
Manufacturers have to be registered with the relevant 
regulator. In the UK, that’s the Medicines and Healthcare 
products Regulatory Agency (MHRA). Higher classifications 
of devices have more stringent regulations and are also 
regulated by other specific “notified bodies”. Similar regimes 

apply in the EU, USA 
and other established 
healthcare markets.

Across Europe, 
ventilators fall into 
class IIb, the second 
highest regulatory 
classification. As such, 
manufacturing them is 
not as simple as just 
making a machine that 
works in a laboratory. 
The ongoing production 
of these devices has to 
adhere to strict rules. In 
this time of crisis, some 
rules have been relaxed. 
But any new ventilators 
still have to meet strict 
specifications and pass 
hard test protocols.

Medical device 
companies usually take 
a long time to get going. 
They need to build 
their manufacturing 
knowledge and supply 
chains to ensure their 
products are safe and 

packaged in a sterile way. They need to understand things like 
biocompatibility (how materials interact with the body) and 
materials made from animal byproducts (in order to minimise 
risk of transmissible diseases such as CJD). These companies 
also need to develop the necessary skills in specific risk 
management and quality procedures.

So starting from scratch is not an easy thing to do. The 
simplest approach to increase ventilator numbers is for a 
government to contact existing ventilator manufacturers and 
understand what’s needed to increase production rates. For 
example, there may be issues with the supply of materials, 
a need for new machine tools or a lack of funding needed to 
order thousands more components.

These companies already have the respective approvals 
and quality procedures in place. Efforts should be made to 
determine the bottlenecks that inhibit increased production, 

BETTER   PRODUCTION

Ventilators: 
Why it is so hard to produce what’s  

needed to tackle coronavirus
Peter Ogrodnik, Professor of medical devices design at Keele University examines the  
challenges facing manufacturers entering the medical devices sector for the first time.



and then find the solutions. An existing provider, with a 
working device and functioning procedures, does not need to 
support a learning curve and is the best first point of call.

But instead of being disappointed that Ventilator 
Challenge UK only produced 30 machines in its first batch, 
we should be rather impressed that they have made any 
so quickly. This is, in no small part, due to medical device 
companies such as Smiths Group and Penlon donating their 
ventilator expertise. The first batch is relatively small but it’s 
most likely to enable trials to demonstrate the machine’s safe 
operation.

Another example is that of the UCL/Mercedes group, 
which reverse engineered an existing product design and 
moved to rapid production. The same sort of post-production 
trials apply. The simple reason for such trials is that any 
significant change to the software, design, or production 
of an existing device requires a new regulatory sign off, 
for which trials may be demanded. Even in times of crisis 
we cannot risk anyone’s life just for the sake of speed – 
someone will be liable in the event of death or injury.

Why not ramp up existing production?
So why modify an existing device to meet production 

demands instead of ramping up current production? In some 
cases the two are linked: Some of the manufacturers in the 
Ventilator Challenge are using additive manufacturing (often 
referred to as 3D printing) as a solution. This, in itself, is a 

major design change and has to be formally signed off, not 
least because additive manufacturing is a highly complicated 
set of techniques – you can’t just put any design into a 3D 
printer and press go.

New techniques then are bringing different skills and 
companies into play which are being married with traditional 
medical devices know how.

If, however, the manufacturer or any of its supply chain 
is not within the country there is little a government can do 
to help. In the UK’s case, successive governments since the 
1970s have overseen a relative decline in manufacturing, 
including in the medical devices sector, its associated supply 
chain and skills base. As a consequence, the UK is more 
reliant on overseas subcontractors.

This pandemic has highlighted the failings of this strategy. 
If a country doesn’t have the capabilities to build its own 
equipment then it is exposed in a global crisis. Perhaps this 
outbreak will wake up countries to the notion that certain 
things have to be essential items in a country’s economic 
portfolio. The coronavirus has reminded us that food, 
medicines and medical devices and their respective supply 
chains are most certainly essential items.

This article is republished from The Conversation (www.
theconversation.com) under Creative Commons licence. 
Read the original article (https://theconversation.com/
ventilators-why-it-is-so-hard-to-produce-whats-needed-to-
tackle-coronavirus-135895).
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The Yamazaki Mazak Corporation is celebrating the far-
reaching impact machine tools have on everyday life with 
the opening of the Yamazaki Mazak Museum of Machine 

Tools in Minokamo, Japan.
Opened to the public at the end of 2019 to mark the 

company’s 100th anniversary, the museum showcases the 
intrinsic link between Mazak’s history and the evolution of the 
technology.

Taking visitors from the tools of the 18th century right 
through to the modern age of connectivity and automation, 
visitors can also see an automatic production line that uses 
innovative IoT technology to manufacture machine parts for 
use in production processes. It is a reminder of how far the 
technology has progressed, and aims to serve as further 
inspiration for the next generation of engineers and industrial 
decision-makers.

Its exhibits also highlight the status of machine tools as 
‘mother machines’ that produce the parts required to keep 
vital equipment operational in highly important industries, 
including the aerospace, medical and automotive sectors.

These educational exhibits include several traditional 
machine tools in working condition and products they play a 
vital part in producing, including cars, aircraft and a steam 
train. These machines and items have been painstakingly 
restored in cooperation with manufacturers from all over the 
world, offering insight into both the heritage of a wide array 
of industries. The exhibits also show the integral contribution 
machine tools have made to continued innovation and 

technological advancement within these sectors. Furthermore, 
the museum features an educational corner where children 
can enjoy hands-on learning and discover more about the 
technology.

The museum itself was constructed with sustainability 
in mind. It is located 11 metres underground in a renovated 
Mazak laser cutting machine assembly facility and utilises 
geothermal energy to regulate internal temperature. As a 
result, the electrical consumption required to heat and cool 
the museum is much less than that of an equivalent-sized 
above-ground facility.

“Machine tools provide absolutely vital support to 
manufacturing worldwide, meaning they are also vital to the 
workings of everyday life,” said Richard Smith, European group 
managing director at Yamazaki Mazak Europe. 

“The Yamazaki Mazak Museum of Machine Tools is a 
fitting tribute to the massive contribution of these ‘mother 
machines’ to technological advancement and their impact on 
society as a whole.”

“As these machines are mainly used for industrial 
production in factories, the general public may not be aware 
of their existence and widespread use. Through this unique 
museum, opened to celebrate our 100th anniversary, we hope 
to demonstrate the importance of machine tools to the next 
generation and how Mazak has been integral to the continued 
development of the technology behind them.”

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

INTERNATIONAL   NEWS

Mazak opens museum  
dedicated to machine tools

Mazak is celebrating the far-reaching impact that machine tools have on everyday life with the opening of the Yamazaki Mazak Museum  
of Machine Tools in Minokamo, Japan. The exhibits include several traditional machine tools in working condition and products,  

painstakingly restored in co-operation with manufacturers worldwide





44   METALWORKING NEWS   V19.2   May 2020

The mechanical and plant engineering sector is 
propelling industry towards Industry 4.0. As a result 
machine tools and the individual mix of machines, 

equipment, robots and systems will be able to exist in a 
common ecosystem, which is ideal for producing plug-and-
play solutions.

The VDMA and VDW are joining forces to promote the 
use and dissemination of OPC UA standards throughout the 
mechanical engineering sector under the Umati label. 

“Cross-industry and cross-technology marketing will take 
our customers a significant step forward,” said Dr. Wilfried 
Schäfer, Executive Director of the VDW (German Machine 
Tool Builders’ Association), explaining the strategy at the 
associations’ joint press conference in Frankfurt am Main.

“Manufacturing companies have not only machine tools 
but also their own individual mix of machines, equipment, 
robots and systems. If all these technologies can exist in a 
common ecosystem, which is ideal for producing plug-and-
play solutions, this will save end users a lot of time and 
money,” Schäfer continued. 

Hartmut Rauen, Deputy Executive Director of the 
VDMA (German Engineering Federation), added: “Over 
30 specialist groupings in more than 17 associations are 
working on technology-specific interfaces, the “Companion 
Specifications”. This high level of collaboration forms the 
basis of true, open interoperability between machines and 
software systems, from the shop floor to the cloud. Only 
the VDMA has the means to unite the necessary integrative 
forces from the wide range of production domains.”

The mechanical and plant engineering sector adopted 
OPC UA as the standard for data exchange from an early 
stage. This is because OPC UA provides a uniform framework 
for machine and system interoperability. Having adopted a 
bottom-up approach, it became clear how important it was to 

have uniform definitions for basic elements for a large part 
of the diverse range of products in mechanical and plant 
engineering. The simplest example is machine identification, 
including features such as manufacturer, serial number, year 
of manufacture and machine type. 

“The first version is scheduled for publication later this 
year,” said Rauen.

The VDW launched the Umati – universal machine tool 
interface label back in 2018, a brand aimed primarily at 
customers all over the world. In the meantime, numerous 
other OPC UA Companion Specifications have been 
developed by the VDMA and its partner organisations. In 
order to give these specifications greater visibility and to 
increase their usage levels, Umati is now being extended to 
cover the entire mechanical and plant engineering industry 
as a community for the use and marketing of OPC UA 
Companion Specifications.

The new name - ‘Umati – universal machine technology 
interface’ - represents a performance promise of 
interoperable production. It provides a framework for joint 
marketing, public relations, demonstration of use cases and 
for end customer communication. It is based on the OPC UA 
interface standardisation in various branches of mechanical 
and plant engineering.

“We expect to see the first concrete products based 
on the OPC UA Specification for Machine Tools providing 
connectivity to customers in the second half of this year,” 
said Schäfer.

“The VDW and VDMA have decided to take care of 
this together in future. Production managers all over the 
world must be able to count on machines from any given 
manufacturer being able to speak the same language, 
thus turning the claim of Umati - Connecting the World of 
Machinery, into reality,” concluded Rauen.

Umati – on its way to becoming  
the global language of production
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Prima Industrie S.p.A. has 
launched Prima@Home 
streaming platform to help 

connect with customers during the 
current pandemic situations.

The streaming platform is 
designed to offer a complete range 
of services including live formats 
such as events, demos, webinars, 
presentations and training 
courses, live video demonstrations 
of the Group’s products, and the 
‘on demand’ streaming of a wide 
variety of content.

The new tool, which integrates 
with the traditional communication channels of Prima 
Industrie, a direct connection with Technology Centres in 
Italy, Finland, China, and the United States using the Internet. 
This allows the company to show off machine capabilities 
machines to customers and prospects all over the world and 
to guarantee continuous and efficient assistance, despite 
restrictions on travel and distancing.

The platform will host the live streaming of the first two 

scheduled events. The first event 
will be held on May 14, with a 
Virtual Open House dedicated to 
Systems, in which the operation 
of the machines and lines located 
inside a Prima Power Technology 
showroom will be presented 
via live footage, followed by a 
demonstration of the potential and 
versatility of software.

On May 28, a Virtual Open 
House dedicated to the main Prima 
Power and Prima Additive solutions 
is scheduled as a second event, 
presenting a range of products 

from laser systems for industrial applications to sheet metal 
working machines and additive technology.

To register go to https://www.primaathome.com/open-
house/open-house-prima-power-systems-30-years#register-
position

For more information contact Francesco Tallarico of 
Talmac Machine Tools on 072 265 1323 or visit  
www.talmac.co.za

Prima Industrie introduces 
Prima@Home streaming service

The Chiron Group, a global 
manufacturer of CNC 
equipment, has made 

its first foray into the world of 
additive manufacturing with 
the development of its first 3D 
printer, the AM Cube, a laser 
metal deposition (LMD) system.

Designed for manufacturing 
large and complex components, 
the AM Cube expands upon 
the company’s existing 
core competencies that 
focus on metal machining 
and automation. Targeting 
applications in aerospace, energy and more, the system is 
also capable of 3D printing near net shape parts, as well as 
coating and repairing components.

With the inclusion of additive manufacturing technology 
within its product portfolio, Chiron aims to provide a complete 
package of manufacturing solutions. Furthermore, Chiron has 
established an Additive Manufacturing department to take 
over the 3D printing side of the business: 

“The Additive Manufacturing department is a start-up 
within our own business group,” explains Axel Boi, Head of 
Additive Manufacturing at the Chiron Group. “With this 3D 
metal printer, made by Chiron, we are creating a facility for 
manufacturing larger components with long procurement 
times and high material prices.”

Chiron has designed the AM 
Cube so that the print head can 
be changed during an active 
printing or coating process. In 
doing so, the company aims 
to enable users to leverage 
different process requirements. 
For example, one print head 
could be used to achieve a high 
surface quality, whereas another 
could be used to establish a 
high deposition rate. Equipped 
with an automatic head change 
function with three different 
print heads, the AM Cube can 

facilitate a combination of these properties within a single 
workpiece.

Wire and powder laser metal deposition
An LMD system, the AM Cube can be used with both wire 

and powder feedstock, using Chiron’s patented technology. 
By enabling the use of both materials, the company aims to 
facilitate different applications for the system. Chiron explains 
that while coating with powder is the most commonly used 
process, users may prefer to use wire-based LMD in instances 
where better safety characteristics and a reduction in waste 
material is required.

For further details contact Elkana CNC Services on mobile 
083 8811 280 or visit www.elkana.co.za

Chiron enters AM  
with new metal 3D printer
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Heraeus Amloy, a division of Heraeus, Hanau, Germany, 
and Trumpf, Ditzingen, Germany, have joined together 
to collaborate on the Additive Manufacturing of 

amorphous metals, also known as metallic glasses. The 
aim of the collaboration 
is to establish the 
Additive Manufacturing 
of amorphous parts as 
a standard production 
method on the shop floor by 
improving process and cost 
efficiencies.

According to the 
companies, amorphous 
metals are twice as strong 
as steel, yet significantly 
lighter and more elastic. 
They exhibit isotropic 
behaviour, which means 
their material properties 
remain identical, regardless 
of the direction in which the 
AM machine builds up the 
workpiece. 

Heraeus Amloy and 
Trumpf believe that a 
number of areas could 
benefit from the Additive 
Manufacturing of amorphous 
metals, and key examples 
of this include parts that 
are subject to significant 
stresses, as well as where 
lightweight design is 
required, in sectors such as 
aerospace and mechanical 
engineering. These materials 
are also believed to be 
an excellent choice for 
medical devices due to their 
biocompatibility.

Combining the advantages of amorphous metals and 
Additive Manufacturing

Amorphous metals are formed by cooling molten metal 
extremely quickly. An Additive Manufacturing machine can 
then build them into larger, more complex parts – something 
that other methods are unable to do, according to the two 
companies. 

This opens the door to new industrial applications for 
amorphous metals. Additive Manufacturing also exploits 
the considerable potential that amorphous metals hold for 
lightweight design, as an AM machine only builds structures 

that actually help a part fulfil its function, so material use 
and weight are kept to a minimum. 

Amorphous metals are very light by nature, so the 
combination of Additve Manufacturing and amorphous 

metals can reduce weight 
in a range of applications. 
AM makes the production 
of amorphous parts faster 
and simpler in a wide range 
of contexts, and enables 
users to build parts in one 
piece instead of making 
components one-by-one and 
then assembling them into a 
finished part.

Tailoring amorphous 
alloys for Trumpf’s TruPrint 
machines

As part of this 
collaboration, Heraeus Amloy 
will combine its expertise 
in the production and 
processing of amorphous 
metals with Trumpf’s 
experience in Additive 
Manufacturing. Heraeus 
Amloy states that it has 
optimised its amorphous 
alloys for Additive 
Manufacturing and tailored 
the material for use with 
Trumpf’s TruPrint systems. 

The latest-generation 
TruPrint 2000 machine is 

believed to be a particularly 
good choice for additively 
manufacturing amorphous 
metals, as the machine is 
designed to enable excess 
powder to be prepared in an 
inert gas environment for 

the subsequent build. This protects the powder from any 
adverse influences, which is a key for amorphous metals 
because they react so quickly with oxygen. 

Customers that already have a Trumpf AM machine can 
now reportedly use it to process zirconium-based alloys from 
Heraeus Amloy, and it is also possible to order additively 
manufactured amorphous parts directly from Heraeus. The 
two partners hope to make copper and titanium-based 
alloys available for Additive Manufacturing in the future.

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

Heraeus Amloy and Trumpf  
explore new opportunities for  

3D printing of amorphous metals
According to the companies, amorphous metals are twice as strong as steel,  

yet significantly lighter and more elastic.

Amorphous expansion sleeve: One part that can be improved by 3D 
printing amorphous metals is an expansion sleeve. Thanks to the high 
elasticity of the amorphous material, it deforms more readily than a 

conventional sleeve. 3D printing makes it possible to produce the 
part in one piece instead of making components one by one and 

then assembling them. This simplifies the production process
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“We are delighted to have agreed a new date together with 
our partner, Messe Düsseldorf, so quickly,” says Dr. Wilfried 
Schäfer, Executive Director of the METAV organiser VDW 
(German Machine Tool Builders' Association).

METAV 2020 was originally scheduled to take place from 
10 to 13 March this year, but had to be postponed due to the 
Coronavirus epidemic. This made it all the more important 
for the organisers to find a replacement slot quickly, allowing 

exhibitors to plan ahead with certainty. 
“This was no easy matter, because 

the entire trade fair calendar has 
had to be rejigged due to the large 
number of exhibition cancellations and 
postponements,” says Schäfer. 

The organisers are optimistically 
assuming that the corona problem will be 
resolved by the beginning of 2021. There 
is also a reasonable expectation that the 
economy will have started to recover by next 
spring. The engineering industry, as one 
of the key customers of the machine tool 
sector, is expecting demand to bounce back 
once the corona crisis is overcome.

All the contracts with the roughly 460 
METAV exhibitors will remain valid for the 
new date. METAV will be the most important 
metalworking trade fair in the first half 

of 2021 and will pave the way for investment decisions, 
especially in the German market and the Benelux countries, 
say the organisers. 

To read the previous news story on METAV visit  
http://metalworkingnews.info/metav-2020-showing-advances-
in-3d-printing-products-and-solutions/

For further details visit www.metav.com

New METAV date set: 
International fair for metalworking  
technologies to be held next year

METAV 2020 is postponed until March 2021. It will now be held from 23 to 26 March 2021. 

The world’s leading international trade fairs for the wire, 
cable, tube and pipe industry, wire and Tube, will take 
place from 7 to 11 December 2020 at Düsseldorf 

Fairgrounds, Germany.
This is Messe Düsseldorf’s timely response to the 

postponement of the industry highlights announced at 
the end of February. It was agreed in consultation with all 
partners involved in order to counteract the increasingly 
dynamic developments regarding the possible spread of the 
Coronavirus.

“It is very important for us to inform you of this new date 
as soon as possible in order to ensure planning security for 
the entire industry and its partners,” says Wolfram N. Diener, 
Managing Director of Messe Düsseldorf GmbH.

“Our customers and partners can trust us to act calmly 
and responsibly even in difficult situations.”

Existing contracts with Messe Düsseldorf remain valid for 
the new date, visitor tickets already purchased remain valid as 
well. 2 600 exhibitors in 15 halls are expected to present their 

latest machinery and equipment for wire and tube production, 
processing and finishing, end products, products and services.

The Düsseldorf hotel industry is also sending out an 
important signal through its umbrella organisation DEHOGA 
(Trade Association for the Hospitality Industry): “We appeal 
to our members and the entire industry to be flexible when it 
comes to rebooking by exhibitors and visitors. The Düsseldorf 
trade fairs such as wire and Tube play an enormously 
important role for the city, the hotel industry and the catering 
trade. It would be counterproductive not to show goodwill in 
this situation,” as both DEHOGA-Representatives Giuseppe 
Saitta (Chairman Düsseldorf/District Group Rhein-Kreis 
Neuss) and Rolf D. Steinert (Düsseldorf/Rhein-Kreis Neuss 
Hotels and Tourism Group) emphasise.

To read the previous news story on wire and Tube visit 
http://metalworkingnews.info/organisers-say-wire-2020-and-
tube-2020-will-be-even-bigger/

For further details visit www.wire-tradefair.com/ or  
https://www.tube-tradefair.com

New date for wire and Tube 
Düsseldorf
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The Manufacturing Technologies Association (MTA), which 
owns and runs the MACH exhibition on behalf of the 
industry, has taken the decision to reschedule MACH from 

April 2020 to January 2021.
Given the spread 

of the Coronavirus, 
the MTA has decided 
that, in order to 
minimise the risks to 
visitors and exhibitors 
and to provide the 
best possible platform 
for both exhibitors 
and visitors, the 
event will now take 
place from 25 to 28 
January 2021. The 
event will still be held, 
in the same Halls, at 
the NEC.

James Selka, 
MTA CEO, said: “We 
believe that this 
decision, which has 
not been taken lightly, 
is in the best interests 
of the industry and 
those who work in it. 
Our first priority is, 
of course, the health 
and safety of the 30 
000 plus people who 
will visit and work at 
MACH.”

“We are grateful 
to the NEC for working 
with us to identify 
an option which we 
believe will work for 
the vast majority of 
our exhibitors and 
will give our visitors a 
great chance to see 
the best of advanced 
manufacturing 
technology under one 
roof.”

All exhibitors that 
had booked for MACH 
in April 2020 will be 
offered the same 
stand space at the 
event held on the new 
dates. The MTA team 
is contacting all 550 
exhibitors directly 
to discuss their 
participation.

To read the 
previous news story 
on MACH visit http://

metalworkingnews.info/mach-2020-scheduled-for-april-2020/
For further information contact Thomas Lane on email 

tlane@mta.org.uk, TEL: +020 7298 6243 or + 07735450951 
or visit www.machexhibition.com

MACH exhibition rescheduled  
to take place in January 2021
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The International Machine Tool 
Exhibition, or BIEMH, has been 
postponed from its original dates 

in May to November 23 to 27, 2020. 
The decision to postpone the Spanish 
event was in response to the World 
Health Organisation’s declaration of 
a public health emergency with the 
spread of the coronavirus internationally. 
The postponement also applies to the 
ADDIT3D, BeDigital, IMIC and Workinn 
events, which were planned to be held in 
parallel with BIEMH. 

The organising committee of BIEMH 
includes the Bilbao Exhibition Centre, Advanced Manufacturing 
Technologies (AFM) and the Machine Tool Importers Association 
of Spain (AIMHE).

“By taking this difficult decision, Bilbao Exhibition 
Centre has adopted the principle of responsibility required 

by the current situation, in which the 
containment of the disease is a priority 
objective and the conditions required 
to hold an event of this nature with 
the required safety are not in place,” 
organisers report. 

“As a result, the priority of the team 
organising BIEMH is to offer the machine 
tool and advanced manufacturing sector 
an appealing event from a commercial 
and economic perspective, but an event 
that is also safe from a health point of 
view. For this reason, BIEMH will intensify 
its efforts to fulfil the commitment made 

to its customers with a successful 31st edition in November 
2020, where companies can showcase and learn about the 
most advanced technology and services and do business.”

For further details visit www.biemh.bilbaoexhibitioncentre.
com/en/

Bilbao, Spain is the city where BIEMH is held 
every two years

A joint research project funded by 
the German Federal Ministry for 
Education and Research (BMBF) 

will see the development of a new highly 
efficient modular hybrid manufacturing 
cell. The eight-partner ProLMD project was 
initiated four years ago, with the initial aim 
of producing new hybrid manufacturing 
processes that combine conventional 
methods with the laser material deposition 
(LMD) AM process.

Jan Bremer, a scientist at the Fraunhofer 
Institute for Laser Technology, one of 
the partners, explains: “The aim was to 
develop economical and robust system 
technology for the LMD process, based on 
a jointed-arm robot, and to integrate it into 
a process chain for hybrid manufacturing. 
We are moving along the process chain for robot-based hybrid 
additive manufacturing and researching various technologies 
required for this. The spectrum of content covers everything 
from processing heads, robot and shielding gas systems to 
welding processes, quality assurance and software.”

Hybrid additive production
Over the last four years, some of the project partners 

have begun to integrate additive manufacturing technology 
within their existing process chains. MTU Aero Engines has 
been using LMD to add functional elements to traditionally 

manufactured engine components, 
Airbus has been reinforcing some 
of its components via 3D ribbing 
and Mercedes-Benz has adapted a 
press tool on its body production line 
to include an LMD tool head. The 
partners’ actions are all in line with the 
project’s vision of locally reinforcing or 
modifying conventionally manufactured 
components using 3D printing.

Since the partners have seen some 
success in developing individual hybrid 
manufacturing processes, the project 
has evolved into the development of a 
single modular hybrid manufacturing 
cell.

The project partners are also 
working on a smaller, secondary project 

alongside the main hybrid manufacturing cell – a more 
compact robotic cell for hybrid AM production. The second 
robot will be more cost-efficient than the larger system and is 
designed to cater to the needs of SMEs. The 3.1m long robot 
arm has been scaled down to just 2m and the 90kg load 
capacity has been reduced to 60kg. The smaller robot will 
also be focused on just powder-based LMD, losing the ability 
to work with wire-based additive materials.

Hybrid production draws on the strengths of both 
conventional and additive manufacturing for a more  
effective result.

Eight industrial partners set to work on 
modular hybrid manufacturing system

BIEMH postponed to November 2020 
over Coronavirus concerns

The postponement of the Spanish trade show also applies to the ADDIT3D, BeDigital,  
IMIC and Workinn events, which were planned to be held in parallel with BIEMH.

3D printing XXL: The turbine centre frame of 
a GEnx engine is a demonstration component 
of the project partner MTU Aero Engines for 

hybrid additive manufacturing by laser 
material deposition (LMD) with the new 

processing head. © MTU Aero Engines AG, 
Munich, Germany



The organisers of JIMTOF 2020, 
the Japan Machine Tool Builders’ 
Association (JMTBA) and Tokyo 

Big Sight Inc., have announced that 
this year’s JIMTOF exhibition has been 
cancelled and will resume in 2022.

A statement released by the 
organisers explains why JIMTOF 2020 
could not take place. The dates for 
JIMTOF 2020 – 7 to 12 December 
2020 – were already a month later 
than the normal schedule of the 
JIMTOF exhibition, which usually takes 
place at the beginning of November. 
This one month delay was due to the 
Tokyo 2020 Olympics and Paralympics 
Games, that were also scheduled 
to take place this year and had to be postponed until 2021 
because of the Coronavirus, using the same exhibition venue – 
Tokyo Big Sight.  

“Tokyo Big Sight was to be used as the International 
Broadcasting Centre (IBC) and the Main Press Centre (MPC) for 
the Tokyo 2020 Olympics and Paralympics Games. However, the 

usage of the East Exhibition Hall as the IBC 
will be extended due to the postponement 
of Tokyo 2020 Olympics and Paralympics 
Games to 2021.”

“As a result, we are unable to secure 
the exhibition halls as planned and enough 
spaces for all exhibitors, therefore we made 
a difficult decision to cancel JIMTOF 2020, 
scheduled to be held at Tokyo Big Sight from 
7 to 12 December 2020.”

“It is deeply regrettable for us as 
organisers, but we sincerely appreciate the 
understanding from all exhibitors who have 
been preparing for the fair and those who 
have been cooperating with us.”

JIMTOF2020 would have been the 
30th edition of one of the world’s largest 

metalworking equipment and related products exhibitions.
JIMTOF is always an exciting showcase of cutting-edge, 

state-of-the-art products and technologies. Recent years have 
seen notable advances in manufacturing optimisation through 
IoT, automation, AI, and other technologies.

For further details visit www.jimtof.org

JIMTOF 2020 cancelled
Reasons for the cancellation stem from the postponement of the 2020 Tokyo Olympics and 

Paralympics to 2021.

Tokyo Big Sight – the exhibition venue to be used 
for the Tokyo 2021 Olympics and Paralympics 

Games and JIMTOF 2022
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PRODUCT   REVIEW

Micro-precise high-speed  
machining – Mazak

Mazak has introduced the precise Ultimate Die & Mould (UD) 400/5X  
vertical machining center (VMC).

Designed for applications ranging 
from medical and dental instruments 
to mould and die components and 

beyond, the machine features a rigid 
composite base and double-column 
symmetrical construction that allow its state-
of-the-art spindle to reach the highest levels 
of precision and speed.

The integral 45 000rpm HSK-E40 
spindle, powered by a 14kW motor, features 
temperature-controlled cooling oil that 
circulates through the spindle housing to 
provide stability for even long periods of 
high-speed operation. Ball screw core cooling controls the 
temperature further, while 16 temperature sensors throughout 
the machine detect any other thermal displacement. The 
machine’s thermal shield also controls for environmental 
temperature fluctuations.

The machine’s tilt/rotary table, which gives the machine 
its full simultaneous 5-axis capability, accommodates 
workpieces weighing up to 120kgs and measuring up to 
400mm in diameter and 300mm in height. The table’s B 

and C axes both utilise direct-drive motors, 
enabling rapid traverse rates of 60rpm in 
the B-axis and 150rpm in the C-axis.

Axis travels for XYZ measure 400 x 550 
x 350mm. The UD-400/5X also includes 
high-accuracy scale feedback on all its 
linear and rotary axes as well as high-
specification linear guides for smooth 
movement.

Mazak pairs the UD-400/5X with its 
Mazatrol SmoothX CNC control for a high 
degree of precision and performance, 
especially for machining dies and moulds. 

The control’s suite of Smooth Technology functions includes: 
Variable Acceleration Control to allow operators to utilise 
the high-speed linear axes when possible; Seamless Corner 
Control to optimise acceleration and deceleration around 
corners and Active Vibration Control to minimise vibrations at 
the programme level. All of these functions may be combined 
to reduce cycle times and boost part accuracy.

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

The precision industry requires parts to have tighter 
tolerances and attain a specific 
surface finish whilst maintaining 

a low production input cost per unit, 
a challenging factor for many when 
wanting to maintain a competitive 
edge in the market.

To achieve optimum performance, 
one needs to consider the complete 
grinding process. Correct coolant 
supply to the grinding wheel and 
workpiece is of utmost importance, 
machine spindle bearings must be 
in good condition to ensure vibration 
free grinding and sharp enough 

diamond dressers to open and not close the grinding wheel 
face are but a few factors that 
influence the overall process, vital to 
achieve optimal grinding results.

By choosing a partner that not 
only understands the importance of 
this but are in a position to provide 
technical know-how with the ability 
to locally produce products that meet 
these requirements, you can give your 
business the competitive edge with 
increased production output. 

“We understand that using a 
grinding wheel is one of the most 
versatile and cost-effective methods 

When tolerance is key it is vital to choose 
the correct partner for your precision  

grinding operations – Grinding Techniques
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to remove material from machined parts. A cutting action 
of hard and sharp abrasive grain particles from a rotating 
grinding wheel achieves this when the grinding wheel forces 
abrasive grains into the surface of the workpiece,” says a 
spokesperson for Grinding Techniques.

“An abrasive grinding wheel is a replaceable consumable 
that carries an abrasive compound on its periphery. They 
are manufactured of small, sharp and very hard natural or 
synthetic abrasive minerals, bonded together in a matrix 
to form the wheel. The grinding of precision components is 
only made possible by choosing the correct grinding wheel 
specification which 
is crucial for the 
achievement of 
high precision stock 
removal and or 
surface finish to very 
high tolerances. Due 
to the great number 
of variables involved, 
the grinding process 
is one of the most 
complex tooling 
processes.”

 “With the advent 
of more exotic 
materials being 
ground, ranging 
from hard to grind 
metal sprays to 
tougher and harder 
tool steels, choosing 
the correct grinding 
wheel specification 
is becoming 
increasingly difficult.”

“Grinding 
Techniques make 
use of the latest 
technology in the 
ANDOR and TYROLIT 
range by using 
various high-quality 
minerals and proven 
bonding systems. 
This ensures a faster 
stock removal rate 
due to the self-
sharpening effect 
of the grain and the 
properties of the 
bonding system that 
keep the grain in 
place for optimum 
performance. 
This combination 
is perfect to 
produce parts were 
tight tolerance 
and adequate 
surface finish is a 
prerequisite.”

“As a trusted 
precision partner, 
being the largest 
local manufacturer 
of precision grinding 

wheels in Sub-Sahara Africa, we at Grinding Techniques are 
able to engineer specific products for individual requirements 
with very competitive manufacturing lead times. Our 
comprehensive after sales service with technical expertise 
from our business development team and sales force ensure 
that we are with you every step of the way and ready to 
assist with any enquiries around the most optimum grinding 
process.”

For more information contact Grinding Techniques  
on TEL: 011 271 6400, email info@grindtech.com or visit 
www.grindtech.com
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The Multiaxis add-on 
for Mastercam Mill 
3D, Router 3D, Mill-

Turn and Mastercam for 
Solidworks is designed to 
improve productivity with 
simultaneous four- and five-
axis machining.

Cut Patterns guide 
the tool along specified 
paths. These patterns 
can be simple 2D or 3D 
wireframes, solid primitives, 
or complex multi-surface 
grids. Tool Axis Control 
enables the manipulation 
of the tool’s centre axis 
orientation as it follows the 
cut pattern, including full 
entry and exit control. An 
automatic point generator 
adds precision, while gouge 
checking and a 5-axis safe zone around the part promote safe 
cutting during complex operations.

Five-axis machining often involves moving tools in close 
proximity to parts and fixtures. Mastercam provides “near-
miss tolerance” fields so users can specify how close they are 

willing to get with any part 
of the tool and how to avoid 
risky situations.

The Blade Expert add-
on is designed to simplify 
tool path creation for multi-
bladed parts, including 
fans, propellers, impellers, 
turbines and marine screws. 
The module is said to 
generate efficient, smooth 
and gouge-free tool paths 
for these complex parts.

The Port Expert add-
on creates engine cylinder 
head porting tool paths 
on port surface or solid 
data. Port Expert tool paths 
apply three-axis machining 
as far into the port as 
possible, and then convert 
automatically to five-axis 

motion with minimum tilt. This avoids fishtails or inefficient 
reverse moves and ensures smooth transitions where the tool 
paths meet at the middle of the port, the company says.

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

Mastercam’s multiaxis add-on improves 
4, 5-axis machining productivity

Amada Miyachi’s WL-300A 
laser processing 
workstation, a larger 

version of the LMWS laser 
marker workstation, is 
designed for nanosecond 
pulsed fiber laser applications. 
The workstation is equipped 

with Amada Miyachi’s LMF fiber lasers (10 to 70W). 
The machine features a fast and precise motorised Z-axis 

for focus adjustment, easy access to parts and tooling, and 
an optional XY table for step and repeat motion, the company 
says. Lens options include F-Theta 100mm, 160mm, 254mm, 
and 420mm for marking a variety of parts. An optional 

compact motorised rotary axis enables easier marking and 
welding on cylindrical parts. The M6 threaded-hole pattern 
mounting base plate eases fixturing. An extraction port with 
flexible tubing extracts harmful fumes created during the laser 
process.

The WL-300A can handle a variety of mark types, including 
line art graphics, shaded graphics, TrueType fonts, single-
point or drill object arrays, data matrix or QR codes and MS 
AutoDate, MS TextMerge, serialisation and barcode marks. 
Though primarily designed for laser marking and engraving 
applications, the laser source can also be used to weld and 
cut thin metals ranging to 0.250 micron thick. 

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

Amada Miyachi’s WL-300A laser  
workstation marks larger parts

Amada Miyachi’s WL-300A laser processing workstation is  
designed for nanosecond pulsed fiber laser applications.
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A range of CMMs has been introduced by LK Metrology 
offering high accuracy and repeatability in a compact 
footprint. The new Alterac machines are available 

in three sizes – 7.7.5, 10.7.5 and 10.7.7. Their respective 
XYZ axis movements being 700mm x 650mm x 500mm, 
1 000mm x 650mm x 500mm and 1 000mm x 650mm x 
650mm. Typical applications are likely to be found in the 
aerospace, automotive, medical and other industries with 
demanding inspection requirements.

Alterac is equally at 
home in an inspection 
department or on the 
shop floor, especially as 
pneumatic mounts isolate 
the CMM well from nearby 
sources of low frequency 
vibration such as large 
machinery. The CMM 
control may be either 
stand-alone or integrated 
into the machine base 
with a keyboard on an 
arm at the side, giving the 
customer a choice that 
best suits the installation 
site. The latter option 
also facilitates relocation 
of the equipment once 
installed. The inclusion of 
Renishaw encoders with 
0.05μm resolution optical 
scales for high volumetric 
accuracy not only leads 
to outstanding metrology 
but also provides 
immunity to the ingress of 
contaminants.

Measurements taken 
with a touch-trigger probe 
at a series of points, ideal for acquiring information on 
dimensional accuracy, is increasingly being augmented by 
continuous-contact probing (analogue scanning) and laser 
scanning to allow high speed collection of data on complex 
freeform surfaces. Alterac measuring machines can deploy 
all three types of sensor. Such flexible data acquisition 
boosts measurement throughput to avoid bottlenecks 
in the metrology department, provides a comprehensive 
awareness of component conformance, and meets today’s 
manufacturers’ requirement for a CMM that underpins 
concurrent engineering practices to speed time to market 
for new products.

The CMM structure has been optimised using computer 

aided solid modelling and finite element analysis, 
particularly within the bridge section, and is finely tuned 
to maximize stiffness, reduce vibration and provide 
smoothness of axis motion, all of which are fundamental 
to delivering high accuracy measurements. Such is 
LK’s confidence in its design methods that it offers an 
unparalleled 10-year guarantee covering dimensional 
stability.

All guideways use LK-designed, low maintenance, 
pre-loaded air bearings 
of wrap-around design 
offering 3.5 times higher 
stiffness than standard air 
bearings. They run with a 
reduced air film thickness 
for low energy consumption 
and give repeatable 
measurement results, 
even at fast axis speeds. 
Friction drives provide 
smooth motion and exact 
positioning at continuously 
varying speeds, as well as 
zero backlash, overload 
protection and low 
maintenance costs.

Careful selection of 
materials in the machine 
construction includes, as 
with all LK CMMs, the use 
of ceramic for the moving 
bridge and spindle. It is 
more than three times 
stiffer than aluminium yet 
only one-third heavier by 
volume, resulting in higher 
machine acceleration 
and speed. Ceramic does 
not stress-relieve like 

aluminium, leading to better long-term dimensional stability. 
The thermal expansion coefficient of ceramic, which is 
like that of granite but four times lower than aluminium’s, 
makes the structure highly resilient to thermal movement. 
Moreover, ceramic is three times harder than aluminium, so 
is more resistant to abrasive wear and indentation.

Alterac is available with LK’s powerful CAMIO8 DMIS-
based, multi-sensor software enabling programming and 
measurement based on 3D CAD data and comprehensive 
reporting.

For further details contact B&R Metrology Solutions on 
TEL: 082 852 6371 or 072 392 4934 or visit  
www.brmetrology.co.za

LK Metrology introduces new range 
of compact CMMs with the latest 

multi-sensor technology
Typical applications are likely to be found in the aerospace, automotive, medical and other 

industries with demanding inspection requirements.

The new Alterac machines are available
in three sizes – 7.7.5, 10.7.5 and 10.7.7
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Grinding wheels are tried and tested, 
and seem irreplaceable in certain 
applications in spite of their drawbacks 

in terms of ergonomics and efficiency. Yet 
PFERD, the Marienheide, Germany-based 
specialist for work on surfaces and cutting 
technology, supplies numerous modern 
and highly efficient alternatives for most 
applications.

“The CC-GRIND product family isn’t 
only superior to classic grinding wheels 
in purely ergonomic terms, but also in 
terms of performance. It’s a given that 
tool performance in terms of achieving 
the highest possible stock removal in 
the shortest possible time is still the 
primary concern for users,” explains Marco 
Steinwand, Product Manager for cut-off and 
grinding wheels at PFERD.

“In the meantime, however, customers 
are also increasingly paying attention to 
ergonomic factors. After all, there is more 
and more desire to reduce vibration, noise 
and dust pollution, while simultaneously 
improving tool handling. Users want to work 
with modern tools that protect their health 
while enhancing their efficiency.” 

With its SOLID, FLEX and STRONG (newly 
added) variants, the PFERD CC-GRIND 
product family offers numerous options to 
ensure that the ideal tool is always at hand 
for every application and every worker.

“Anyone who attaches importance to 
aggressiveness and the very fastest work 
progress will be ideally served by the CC-GRIND-SOLID and 
CC-GRIND-FLEX variants with VICTOGRAIN, the new high-
performance abrasive grain from PFERD. Overall, CC-GRIND-
SOLID grinding discs already boast stock removal rates which 
are 100% higher than conventional grinding wheels. The 
VICTOGRAIN variants boast a performance that is a further 

100% higher. These discs, which are named 
CC-GRIND-SOLID SGP STEEL for steel and 
CC-GRIND-SOLID SGP INOX for stainless steel 
(INOX), also far surpass the performance of 
other tools in the market,” says Steinwand.

“The STRONG variant is a new addition to 
the CC-GRIND product range. At PFERD, it’s 
only the products that boast particularly long 
tool lives and high stock removal rates that 
bear the name ‘STRONG’,” says Steinwand. 

“Due to its three layers of abrasive, 
CC-GRIND-STRONG offers a tool life that is 
around three times longer than the classic 
CC-GRIND-SOLID variant. In addition, it boasts 
all the ergonomic benefits of the CC-GRIND 
family. Noise and vibration are reduced by 
50% and dust by as much as 70%.”

In addition, PFERD offers an innovation for 
users who don’t want to stop using grinding 
wheels despite these persuasive statistics. 
The new CERAMIC COMFORT hybrid grinding 
wheel combines a layer of abrasive on an 
underlay with a classic grinding wheel. Due 
to the combination of the abrasive layer 
with optimally oriented grain and a grinding 
wheel with high-grinding performance, the 
CERAMIC SG COMFORT enables very fast work 
progress,” continues Steinwand. 

“Furthermore, the very long tool life 
enables the number of tool changes to be 
reduced, which is conducive to profitability. 
The wheel can still be used just like a 
conventional grinding wheel, and its special 
construction offers ergonomic advantages as 

a result of considerably lower levels of noise emission and 
vibration than conventional grinding wheels.”

“Grinding wheels – reinvented” was adopted as a slogan 
for these developments, according to Steinwand. 

For further details contact PFERD South Africa on  
TEL: 011 230 4000 or visit www.pferd.com

PFERD’s CC-GRIND  
grinding wheels

Grinding wheels – reinvented.



METALWORKING NEWS  V19.2  May 2020   59

Taiwanese machine tool builder Leadwell CNC Machines has 
introduced a new model, BC-600, at the smaller capacity 
end of its of BC-series of 5-axis machining centers. On all 

four models, the rotary axes are provided by a ±110-degree 
B-axis spindle and an integrated C-axis rotary table, both of 
which may be interpolated with X, Y and Z to allow full 5-axis 
production.

The competitively priced, highly specified machines, which 
are fitted with scales in the linear and rotary axes as standard. 
A notable feature of the 12 ton BC-600 is its generous working 
envelope for the nominal 4.7 by 3.8 metre footprint. Travels in X 
and Y are 1 100mm and 610mm respectively, while in the Z-axis 
components 610mm tall can be machined with the spindle 
in the vertical orientation, rising to 790mm with the spindle 
horizontal. Cutting feed rate is up to 10m/min, while rapids are 
36m/min in X and Y, 30m/min in Z for short idle times and high 
productivity.

The flush, 600mm diameter rotary table accepts workpieces 
weighing up to 400kg, but the full 1 280mm x 610mm fixed 
table is able to accommodate 1 400kg components for 3 or 
4-axis machining. The C-axis uses a direct drive motor to provide 
high torque and rigidity and to avoid the backlash normally 
associated with worm gear drives. Maximum standard rotational 
speed of the C-axis table is 120rpm but there is an optional 
800rpm version to provide turning capability.

The tilting spindle, which can be positioned to within 20 
seconds of arc, is driven at up to 15 000rpm (optionally 10 
000rpm or 12 000rpm) by an 18.5kW motor. It is replenished 
automatically with 40-taper or HSK-T63 cutters from a 
40-station tool magazine. The spindle’s rigidity, coupled with 
the wide machine column and base and the use of linear roller 
guideways in the orthogonal axes with dual-nut, 40mm diameter 
ballscrews in X and Y, result in the ability to undertake rigorous 
metalcutting.

A broad spectrum of cuts can therefore be taken, from 
roughing of tough superalloys to fine finishing of any material, 
ensuring that single set-up production, which is the rationale for 
5-axis machining, can be realised.

Controls available are Heidenhain TNC640 with 21 GB of 
programme storage, a DCM function to minimise the risk of a 
collision during 5-axis cycles and KinematicsOpt geometry error 
compensation or Siemens 840D with either full 5-axis or 4 +1 
interpolation or Fanuc 0MiF, which is available only with 4 + 1 
capability.

The BC range is completed by models BC-700, -800 and 
-960, the largest of which has an installed weight of 18.6 tons, 
an 800mm diameter table and a working envelope of 2 040 mm 
by 1 000mm by 820mm (min) / 948mm (max) in Z.

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

Leadwell introduces new 
5-axis machining center



TaeguTec has 
launched a new 
and wide range 

of inserts and cutters 
named SFeedTec. Part 
of the range is the Tang-
SFeed insert and cutter 
line, a double-sided 
four-corner tangential 
insert line.

TaeguTec’s new 
tangential type Tang-
SFeed line is a double-
sided four-corner 
tangential type insert, 
high-productivity 
shoulder mill with tangential insert for a higher productivity 
perpendicular machining solution capable of ramping 
applications. Furthermore, the insert’s high-positive helical 
cutting-edge design means high machining performance. 

The new line is available in two insert sizes: 9mm and 
14mm and related cutters. Also included is a general purpose 
LPKU insert and a high precision LPHU insert. Not only does 
the new line offer the advantages of a tangential insert, its 
new unique geometry enables for better productivity across a 
diverse range of high feed applications. 

Features include that it is capable of helical and straight 

ramping applications, 
a high ramping angle, 
an enhanced cutting 
stability due to the 
reinforced cutting edge, 
the insert’s helical 
cutting edge enables 
for smooth machining, 
the unique tangential 
insert design, mismatch 
is minimised during 
step machining and 
there is excellent chip 
evacuation.

The Tang-SFeed 
tangential cutter’s 

larger diameter core offers a higher stiffness cutter compared 
to the radial type and the wide variety of applications include 
facing, shouldering, slotting, straight ramping and helical 
ramping.

The new SFeedTec range is all about high-feeds and high-
speeds, the new trends in advanced machining that contribute 
to higher productivity and a reduction in cost per part, and 
the technology is being applied to turning, milling, drilling, 
clamping, parting and grooving.

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

TaeguTec’s Tang-SFeed inserts  
and cutter line

Bystronic has expanded the ByStar Fiber laser cutting 
system format to accommodate material up to 2 500mm 
wide and in lengths of either 6 000mm or 8 000mm.

The ByStar Fiber XL is available in two formats, 6225 and 
8025. The larger format increases the machine’s productivity 
because large metal sheets allow the cut parts to be nested 
more efficiently. This also reduces undesirable raw material 
remnants. In addition, large parts can be processed without 
repositioning. The Bystronic BySoft 7 software supports the 
user in this process with intelligent nesting algorithms. The 
new ByStar Fiber XL can currently be equipped with the Fiber 
6kW, 8kW or 10kW laser sources, depending on the user’s 

requirement.
In addition to cutting applications with extra-wide metal 

sheets, the ByStar Fiber XL format also enables smaller 
sheets to be processed by lining them up on the ByStar 
Fiber’s long cutting table. Users can simply prepare sufficient 
raw material in order to subsequently allow the fiber laser 
cutting system to cut the sheets consecutively without 
interrupting the cutting process for a longer period of time. 
Bystronic also offers the ByStar Fiber in formats 4020 and 
3015.

For further details contact Bystronic South Africa on  
TEL: 010 410 0200 or visit www.bystronic.co.za

Fiber laser in XL size formats – 
Bystronic
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Many manufacturers 
employ sophisticated 
CNC lathes, CNC 

machining centers, fiber lasers, 
robotics and measuring devices 
yet still store their parts, 
components and jigs on racks 
or on the floor. The costs of 
doing so are clear, but what’s 
the solution?

The solution: Think vertical
Vertical lift modules (VLM) 

are fully enclosed automated 
storage units containing trays 
accessed by a lifting platform 
with an inserter/extractor. The 
trays are delivered to operators 
at an ergonomic height for 
easy access.

Product heights and 
tray weights are measured 
automatically by the module’s 
on-board sensors each time a 
tray is returned to the system. 
The tray is then assigned an 
optimal storage location based 
on the height of its contents.

Manufacturers can recover 
up to 90 per cent of their 
floor space by installing VLMs 
to reach just a few inches 
from the ceiling. For example, 
Modula’s LIFT series of VLMs 
offer up to 70 000kg of gross 
unit load capacity, shrinking 
840m² of traditional storage to 
a mere 14m².

The LIFT series uses 
adjustable storage trays in 
a vertical axis lifting design 
driven by two steel-reinforced 
belts. The lifting system is 
guided by eight high-density 
polyethylene (HDPE) rollers 
for each side of the elevator. 
Each tray has a net payload 
capacity of up to 750kg 
and the entire unit has a 
throughput of up to 120 trays 
per hour, depending on its 
configuration.

Modula’s Warehouse 
Management Software (WMS) 
further enhances productivity 
by enabling repetitive tasks to 
be automated and reducing 
picking and replenishment errors. The inventory optimisation 
feature continually searches for optimal locations to squeeze 
space and reduce inventory.

More importantly, the LIFT’s 
operating system is designed to 
be intuitive and easy to use, even 
for lower skilled operators. This 
reduces the necessary training 
time as well as dependence on 
those veteran operators.

Some inventory costs like 
capital and financial costs are 
unavoidable. Nevertheless, VLMs 
can significantly reduce the 
costs of storage space, inventory 
services and inventory risk.

Reducing the necessary size of 
inventory storage space by up to 
90 per cent can lower building and 
maintenance costs. In addition, the 
compact design of VLMs means a 
much higher inventory saturation 
point.

VLMs can also reduce the 
costs of physical handling and 
the associated human resource 
expenses. Companies that have 
installed VLMs have applauded 
their usability, with operators 
working comfortably on the 
units within the first day of their 
installation.

Optional combinations of LED 
displays, laser pointers and put-
to-light solutions can ensure fast 
and accurate inventory processing, 
even from novice or low skill 
operators.

By minimising walking 
and climbing distances, VLMs 
also improve ergonomics and 
productivity, as well as reducing 
the risk of lost time accidents due 
to slips, trips and falls.

Finally, VLMs can reduce 
the costs associated with 
inventory risks by increasing 
inventory security. The units 
can be configured to admit only 
authorised operators, and WMS 
can keep track of every part 
stored in the unit. This means 
no more missing parts taking 
up inventory space until they’re 
hunted down manually.

Maintaining an inventory is 
expensive, especially considering 
all the hidden costs. If your 
inventory seems to be costing 
more than it’s worth, it might be 

time to consider installing vertical lift modules.
For further details contact Ultrafab on TEL: 011 474 9810, 

email info@ultrafab.co.za or visit www.modula.com

Reducing inventory costs with 
vertical lift modules - Modula



Drilling is not always a simple, straightforward job. 
Workpiece instability, vibrations, and chip control are 
just a few challenges typically encountered in drilling 

applications. In addition to these challenges, the cost per 
hole becomes a critical subject in many shops with pressure 
to achieve sustainable production at the lowest cost possible. 
The Top Drill Modular X (TDMX) holemaking solution is able 
to address such machining applications and economic 
requirements with ease.

Tube sheets, baffles, I-beams, valves, axles and track 
drive units are just a few examples of components that can 
be machined with more confidence thanks to the TDMX drill, 
its material-specific inserts and optimised body design.

The new Widia TDMX solid carbide tipped modular drills 
have risen to the next level of performance and reliability 
for this style of tool. A number of unique features have been 
engineered to optimise performance in a wide range of 
materials and for a wide range of machines.  

The Top Drill Modular TDMX by Widia is one of those tools 
that do just that. With a front-clamping design, TDMX is an 
excellent choice for high-demanding drilling applications. 
Front clamping removes the need for stopping to dissemble 
the body from the holder and change the insert. This tool 
has stability and reliability combined into one modular drill 
system.

A carefully thought out design includes specific features 
that add to the overall efficiency of the Top Drill Modular. 
TDMX includes a double angle pocket seat design and a 
flanged shank that provide outstanding flexibility and stability. 
The body design, which includes coolant channels, polished 
flutes and margins, enables the highest machining quality to 
make insert changes easy. Front clamping adds stability, ease 
of use and quality for an improved cost per hole.

Coolant channels exit right behind the cutting edge to 
ensure the best coolant delivery. Two standard screws in 
the front work to clamp and unclamp the insert without 
disassembling the tool from the holder. Margin lands on the 
entire body length ensure the straightness and increases hole 
quality, while polished flutes improve chip evacuation. The 
flanged shank increase the overall drill stability, above all in 
deep-drilling applications, and the cylindrical shank with flat 
make it suitable for machining and turning centers. TDMX is 
part of the new 2019 WIDIA line of Advances products.

The TDMX drills are now available with additional 
drilling depths and also an additional drill point for tough 
applications. New lengths available are 1.5, 3, 5, 8 and 12XD 
L/D ratios. A new drill point for deep drilling applications is 
also available. 

For details contact Widatech on TEL: 087 150 3266, 
email: info@widatech.co.za or visit www.widatech.co.za

Widia TDMX: The top drill modular that  
drills holes faster and with more reliability
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Kennametal offers hard turning KBH10B and KBH20B 
PcBN grade double-sided inserts for materials up to 
65 HRC. The grades are specially designed to deliver 

higher productivity and longer tool life when turning tool 
steels and other hardened materials.

“Kennametal’s KBH10B and KBH20B grade inserts 
are an excellent choice for high-volume production of 
hardened gears, shafts, bearings, housings and other 
drivetrain components, where tooling cost per part is 
an important metric,” said Robert Keilmann, Product 
Manager, Turning.

“Polycrystalline cubic boron nitride (PcBN) mini-tipped 
inserts have long been recognised as a great option 
for reducing part cost when turning hardened steel 
components. Kennametal's PcBN inserts improve upon 
that value proposition by delivering increased productivity 
with a lower cost per part.”

Kennametal’s KBH10B  
and KBH20B PcBN grades  
deliver higher productivity  
and lower cost per part
Make hard turning more cost-effective.

OSG has identified a need for 
better chip evacuation in the 
medical and electrical industries 

and thus created the ADO-Micro drills. 

ADO-Micro drills
The ADO-Micro is a small diameter 

coolant-through carbide drill series 
that is designed to provide stable 
and high efficiency drilling in small 
diameter deep-hole applications.

“Poor chip evacuation is a 
common occurring complication in 
small diameter deep-hole drilling,” 
said the spokesperson. “Micro 
sludges can be easily accumulated 
around the outer periphery of the 
cutting tool, which is a key cause of 
abrupt tool breakage. The ADO-Micro 
features a unique double margin geometry with an extended 
flute and shortened end margin to enhance chip evacuation 
capability. In addition to the outstanding chip ejection 
performance, the double margin configuration supports the 
straightness stability of the tool and reduces rifle marks on 
the inner surface of holes.” 

“Furthermore, the ADO-Micro 
features a pair of large oil holes and 
employs a hollow shank design to 
allow large coolant flow volume for 
trouble-free chip evacuation. The ADO-
Micro is coated with OSG’s original 
IchAda coating that provides excellent 
surface smoothness in conjunction 
with high abrasion resistance and 
heat resistance to enable small 
diameter tools to achieve long tool 
life. With the ADO-Micro’s unique tool 
geometry and IchAda coating, non-
step drilling is made possible even for 
deep-hole applications, enabling high 
processing efficiency.”

The ADO-Micro is suitable for 
carbon steel, alloy steel, stainless 
steel, cast iron, ductile cast iron, 

aluminum alloy, titanium alloy and heat resistant alloy. The 
ADO-Micro is available from diameters of 0.7mm up to 2mm 
for drill lengths 2xD and 5xD, and diameters of 1mm to 2mm 
for drill lengths 12xD, 20xD and 30xD.

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

High-efficiency ADO-Micro drills for  
drilling solutions – OSG

Features include:
• Patented ceramic binder structure and TiN/TiAlN/TiN coating 

provides increased wear resistance even at elevated cutting 
speeds;

• A gold PVD coating makes it easy to identify when an insert 
needs indexing, while the numbered corners assure that a 
machine operator will not inadvertently switch to a used edge;

• Two edge preparations in a ‘trumpet’ style hone for heavier 
and interrupted cuts, and a light hone for continuous turning 
are available. Both are free-cutting, further extending tool life 
and generating surface finishes down to 0.2 Ra.

The PcBN mini-tips are offered in four insert shapes - three 
rhomboidal and one triangular - which means up to six cutting 
edges per insert.

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






