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THE DREAM 
MACHINE
A revolution in 2D laser cutting – at 
Euroblech 2016 TRUMPF presented 
a brand new, freshly developed, fully 
automated and compact machine 
concept. The TruLaser Center 7030 
promises unmatched efficiency and 
process reliability in the manufacture 
of laser-cut parts.

A high-precision, fully automatic machine 
that takes care of production largely 
autonomously – that’s the new TruLaser 
Center 7030. It offers extremely efficient, 
automated and synchronous processes, 
from its programming all the way to sorted 
and stacked workpieces. The machine 
works with a hybrid drive system to 
meet the ambitious development goal 
of eliminating all obstacles to smooth 
processing in laser cutting today. These 
include shutdowns due to collisions 
involving parts tilting over, refinishing work 
on microjoints, spatter on the undersides of 
components and excessive programming 
work.

The TruLaser Center 7030 moves the sheet 
and the cutting head simultaneously and the 
slats have now been replaced by brush tables. 
The machine can eject small parts safely 
and sort them into containers, it disposes of 
residue and slag, it sorts and stacks larger 
parts during machining, it can load itself with 
blank sheets on a very tight space, it stacks 
scrap skeletons and the programming is 
also largely automatic. Numerous innovative 
and patented solutions contribute to the 
coherence of the entire concept. Heinz-
Jürgen Prokop, Head of Development and 
Procurement in the TRUMPF Machine Tools 
division, explains, “we were gradually having 
to face more and more calls for help from 
our customers, asking us for solutions that 
would create a secure overall process. It 

turned out that this wasn’t possible with 
the machine concepts we already had, so 
a complete re-think was required.”

High dynamics through additional 
axis of the optic

The TruLaser Center 7030 works with a 
TruDisk solid-state laser, with six kilowatts of 
laser power. In terms of cutting productivity, 
it is easily on a par with today’s high-end 
machines with flying optics, even though 
the sheet, with its relatively high mass, is 
moved precisely over the brush table in the 
Y direction. This was made possible by two 
solutions. Firstly, the sheet – maximum large 
format 3000mm by 1500mm – is moved across 
the short side. And secondly, the cutting 
optic, which moves mainly in the X direction, 
has an additional axis in the Y direction with 
travel of ± 55mm. This means that with 
smaller contours, only small masses need 
to be accelerated, enabling high dynamics.

Secure part support thanks to the 
mobile SmartGate

On a hybrid machine, the support table for 
the sheet has to be divided beneath the path 
taken by the cutting head. This creates a gap 

through which the laser beam can escape 
downwards, but through which slag, slugs 
and cutting gas are also extracted. To prevent 
any sheet contours from getting caught there 
and to enable a far more efficient exhaust 
system, the TRUMPF developers invented 
the SmartGate – two slides which move 
synchronously with the cutting head. They 
can also change their distance from each 
other, to create different-sized gaps. This 
results in two major benefits – the sheet 
is securely supported during the cutting 
process and small parts measuring up to 
160mm by 160mm can be simultaneously 
ejected downward.

To ensure maximum process reliability, an 
ejector cylinder has been attached to the 
cutting head that presses the sheet metal parts 
outward and downward. The programming 
system TruTops Boost calculates the ideal 
pressing-out point automatically to suit the 
respective part contour. Since the slides 
below form a counter-bearing parallel to the 
sheet, the workpieces cannot tilt over. Scrap 
and slag fall directly into the scrap cart, or 
are transported out of the machine on a 
conveyor belt. Good parts are intercepted by 
a retractable sorting flap and the SortMaster 
Box Linear distributes them into a maximum 
of eight containers.

Process-safe removal of parts from 
the scrap skeleton

For the automatic removal of the remaining 
parts from the scrap skeleton, the TRUMPF 
experts developed SmartLift and SortMaster 
Speed – and this represents an intelligent, 
completely new and above all, process-safe 
solution. With one stroke on the SmartLift, the 
cut parts are lifted off the scrap skeleton from 
below via a total of 180 freely positionable 
pins. Each individual pin can lift a weight of 
up to ten kilograms, making the process far 
more powerful than today’s suction solutions. 
At the same time, the SortMaster Speed 
pushes down from above with its suction 
plates, ensuring precise linear guidance 
during lifting. As a result, any risk of parts 
tilting over into the kerf can be safely ruled out. 
The two telescopic arms on the SortMaster 
Speed are equipped with three suction plates 
each, and can sort and stack parts onto a 
maximum of eight Euro pallets across a total 
area of 1.6 by 4.8 meters.

Only minimal cutting interruptions

TruTops Boost also calculates the optimal 
position of the pins and suction plates 
automatically – enabling removal of very large 
parts as well as smaller ones no larger than 
a credit card. Even highly complex or very 
filigree geometries – considered impossible 
to remove mechanically until now – are lifted 
safely from the sheet, without the need for 
any additional programming. The strategies 

The SmartGate – two slides move 
synchronously with the cutting head, 

and the distance between them changes 
automatically. As a result, parts rest 

securely on top and smaller parts can be 
directly ejected.

Increased process safety due to a 
pressing-out cylinder – the TruTops Boost 
programming software calculates the ideal 

pressing-out point automatically.
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for removing and cutting the parts are 
coordinated in such a way that the machine 
continues to cut even while the parts are 
being transported away.

Today, productivity per unit area is an 
important criterion, and the developers of 
the TruLaser Center 7030 were instructed 
to save space wherever they could. They 
did so successfully, with a solution that 
temporarily includes the transport route 
through the production hall. The machine 
has three electrically powered drawer-type 
carts, which can be extended as far as the 
aisle. Pallets with stacks of blank sheets up to 
130mm in height, and weighing a maximum 
of 3 tons, can be placed onto the middle cart 
from the aisle by, say, forklift trucks. Similarly, 
there is a cart for scrap skeleton stacks up 
to 250mm in height, and also a cart that 
transports pallets with cut parts from the 
machine. Separating, lifting and insertion of 
the blank sheets into the clamping unit takes 
place automatically, parallel to unloading of 
the scrap skeleton.

Programming in a single step

The numerous options, and the synchronized 
interplay of the individual processes, 
make near-fully automatic programming 
indispensable. In fact, the TruLaser Center 

For more information, please contact Retecon – Tel: (011) 976-8600.

With its cutting productivity, the TruLaser 
Center 7030 is easily on a par with any 

classic high-end machine using  
flying optics.

Safe removal – with the SmartLift, the 
freely positionable pins push the cut parts 
upward from the sheet skeleton, while the 
SortMaster Speed, with its suction plates, 

presses down on them from above.

The synchronous interaction of the individual processes is the result of  
near-fully-automatic programming via push-button.

7030 operates almost as simply as a printer 
in an office. If you send it a document 
with corresponding job data – geometries, 
amounts, material types, thicknesses – it 
provides you with the finished parts, sorted 
and stacked to suit the order. This includes 
nesting of the parts on the sheet, assignment 
of cutting technologies, removal strategies, 
placement of cut parts onto the storage 
shelves and ejection into the container.

Here, the SmartGate, ejector cylinder, pins, 
sorting flap and SortMaster Speed do 
not have to be individually programmed. 
Simulations running in the background take 
into account the component geometry and 
material characteristics, ensuring an optimal 
calculation result. They are supported by 
the clearly laid-out order management of 
the programming software TruTops Boost. 
As a result, programming takes place in 
one single step and largely automatically, 
but can be adjusted interactively at any time.

Consistently oriented to the future

The TruLaser Center 7030 is capable of 
working autonomously over long periods, 
without any operator intervention, and is also 
equipped with all the necessary interfaces and 
functions. This makes it an ideal machine for 
Industry 4.0, and many TruConnect solutions 
can be used directly. The Performance Cockpit 
gives an overview of relevant production data. 
The Dot Matrix Code supports connection 
to various processing technologies and 
creates transparency during part tracking. 
Moreover, the MobileControl app reduces 
the already low attendance of the operator 
to a minimum via remote control.

With the TruLaser Center 7030, TRUMPF is 
addressing sheet metal fabricators from all 
sectors who cut sheets from one to twelve 
millimeters thick at high capacity. And this 
fully-automatic laser cutting machine reveals 
its potential from the very first shift onward. 
With two-shift operation, processing costs are 
up to 30 percent lower compared to standard 
automated machines with solid-state lasers. 
As Prokop summarizes, “TRUMPF’s mission 
has always been to define the technological 
state of the art in its core areas, and to give 
its customers the competitive edge. The 
TruLaser Center 7030 is further proof of this.”

The TruLaser 
Center 7030 is 

capable of working 
autonomously over 

long periods, without 
the need for any 

operator intervention.
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END-TO-END SYSTEM 
SOLUTIONS IN AUTOMATION
FROM THE CONTROL PANEL TO THE ROBOT

Technical standardization in automation – 
that calls for optimized operating concepts 
and major simplifications in design and 
operation. The key prerequisite for 
such end-to-end system solutions is 
the integration of all components from 
visualization (Hmi) and control (PlC) to 
drive technology and robotics. YAsKAwA 
implements this requirement at the “Total 
system solutions” concept.

Traditionally, plant engineers use the automated 
components of different manufacturers. The 
control panel for visualization (human machine 
interface HMI) and control unit (PLC) are 
normally available as a comprehensive 
package. Drive components such as inverters 
and servo systems, however, are usually 
sourced from a different supplier than the 
control unit. And when it comes to industrial 
robots, still other specialists are called on. 

No question about it – these combinations 
function and prove reliable in everyday 
production. But there is a better option. 
Different systems already require a high degree 
of integration in its planning, construction and 
start-up stage. The mechanical engineer must 
spend valuable time studying the product 
portfolios of different manufacturers. The 
various different devices are not technically 

compatible. And even if all components work 
well together, control and operation are often 
complicated and prone to breakdowns.

Total system solutions as an 
alternative 

The alternative to this are technically uniform 
automation solutions. In concrete terms that 
means end-to-end system architectures from 
visualization and control to drive technology 
and robotics from one source. They enable 
optimized control concepts and simple choice 
of equipment. In addition, they greatly facilitate 
construction and start-up. The appropriate 
total solutions have hitherto not been available, 
and there is a simple reason for this – they 
call for an extremely broad product portfolio. 

In view of this, YASKAWA has introduced a 
Total System Solutions concept. Modularly 
combined products and software from the 
Drives & Motion, Robotics and VIPA divisions 
complement each other to form technically 
standardized solutions from one source. 
Such a bandwidth of visualization and 
control to drive technology and robotics is 
unprecedented. A special focus has been 
placed on the integration of automation and 
control technology in end-to-end system 
architectures. The corresponding system 

solutions are available for automation tasks 
of all sizes, using the entire spectrum of 
bus systems.

Different system architectures 

Different network architectures enable the 
system solution to be tailored to the respective 
automation task – not every system requires a 
maximum solution. Visualization (HMI), control 
(PLC) and remote maintenance module can 
be linked comparatively easily via Modbus 
TCP. I/O components, for example, together 
with YASKAWA inverters such as A1000 and 
V1000 can be directly connected to the PLC 
via Modbus or Ethercat and PROFINET. 

In a second scenario the PLC communicates 
via Modbus TCP with a motion controller of the 
MP series. The latter in turn controls the servo 
drives such as the Sigma-5 via YASKAWA’s 
own high-performance MECHATROLINK 
bus. Ethercat, PROFINET and Ethernet are 
additionally available as communication 
systems for complex systems. Both remote I/O 
modules and inverters and servo drives can 
thus be consistently controlled via the PLC. 

The integration of MOTOMAN robots into new 
or existing PLC-controlled systems likewise 

The new MOTOMANSync PLC with Profinet 
contains all necessary commands for 

integrating a MOTOMAN robot into  
a PLC environment.

Cont. on page 8 
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functions quite simply – the MOTOMANSync 
interface enables the programming of 
MOTOMAN industrial robots directly from 
the PLC. No specific robotics expertise has 
hitherto been necessary, for all programming 
can be performed in the familiar PLC pro-
gramming language. YASKAWA Europe 
has extended the interface to include a new 
library: the so-called MOTOMANSync PLC 
PROFINET, especially for embedding FS100 
in a VIPA CPU with SPEED7 technology or 
a Siemens-S7 control. Programming work is 
significantly reduced with the MOTOMANSync 
PLC PROFINET. 

The implementation of the robot in the 
overall system is just as easy as with 
conventional servo systems, e.g. Simotion 
in the SiemensS7 environment or Kinetix in 
the Allen-BradleyCLX environment. The robot 
driven by MOTOMANSync does not require 
a teachbox, i.e. there is no need for a hand-
held robot programming device. Programming 
and diagnosis can be performed with the 
aid of the MOTOMANSync PLC PROFINET 
completely via the PLC.

Example – packaging cell

The whole spectrum of automation products 
is to be found, e.g. in packaging machines or 
material handling systems. A packaging cell at 

For more information, please contact YASKAWA Southern Africa – Tel: (011) 608-3182.

An exemplary packaging cell illustrates the 
Total System Solutions approach – besides 

the MOTOMAN robot and VIPA-PLC, the 
inverters and servo technology are also 

supplied by YASKAWA.

Packaging installation for motor oil bottles at Valvoline, a Dutch company with  
85 employees located in Dordrecht.

    Cont. from page 6 

Overveld Packaging clearly demonstrates the 
potential of MOTOMANSync – a MOTOMAN 
MH5F handling robot is connected to a 
control unit from VIPA via the interface. The 
robot can be programmed directly from the 
VIPA control unit and operated using the 
PLC control panel (HMI). At the same time 
this exemplary installation illustrates the 

“Total System Solutions” approach. Besides 
the MOTOMAN robot and VIPA-PLC, the 
inverters and servo technology also originate 
from YASKAWA.

The MOTOMANSync interface links the FS100 
robot control by Ethernet/IP or PROFINET 
to the PLC. Not only is data transmitted, 
as with customary incoming and outgoing 
communication. The robot job is stored 
directly in the PC or PLC. From here the 
movement commands are passed to the 
robot in real time. The protocol developed 
by YASKAWA in Japan supports the PLCs 
of different manufacturers and PC-based 
control units. 

The new MOTOMANSync PLC with PROFINET 
contains all the necessary commands to 
integrate a MOTOMAN robot into a PLC 
environment. These commands are 
programmed as multi-instance-capable 
function blocks (FB). They can be flexibly 
renamed according to the project in hand. The 
control of MOTOMAN industrial robots directly 
via a VIPA CPU with SPEED7 technology or 
a S7-PLC thus becomes even easier. 

At Valvoline, a company with 85 employees 
based in Dordrecht, Netherlands, a 
comparable packaging system has been in 

practical operation since 2013. Large series 
of motor oil bottles from in-house production 
are filled fully automatically here. Some time 
ago, in addition to the large-scale filling 
installation a need arose for an additional 
system for smaller batches, because retooling 
the large system for this purpose was not cost-
effective. The company opted for YASKAWA’s 
MOTOMAN SyStemS and SolutionS 7 HP20F 
robot – purpose-developed for packaging 
tasks – in combination with a FS100 robot 
control unit that was designed specifically 
for picking and packing. The processing 
of sensor signals in real time, reactions to 
camera information and other high-speed 
applications are possible without a problem 
with this control unit. Programming and 
control tasks can be readily performed via 
a PC or PLC. 

Summary

Technically standardized automation solutions 
from one source offer advantages in planning, 
construction, start-up, control and operation 
as compared to conventional combinations. 
The prerequisite is, however, a broad portfolio 
that includes products and software from 
visualization to control, drive technology and 
robotics. YASKAWA has responded to this 
requirement with the Total System Solutions 
concept. The latter supports different system 
architectures and enables the application-
specific implementation of automation tasks 
of any size.

Author:  Tobias Unger, General Manager –  
European Technology Center (ETC),  
Drives & Motion Division
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HD-FS 3015 - 2 kW Fibre Optic Laser System
Base Machine supplied with:

•  IPG 2000W Fiber Laser Source (Tropical Chiller included)

•  Compact dust extractor (Filter)

•  Auto Focus Head

•  Laser protection cap

•  Laser Service Set 

•  UPS - 20 KvA Cabinet

•  UPS - 20 KvA IPG +
AD-R 30100 Synchronised Hydraulic 
CNC Press Brake
Base Machine supplied with:

•  R Axes

•  Top tool European H=66.5 (One of them is segmented)

•  Bottom tool European 4V Die … (One of them is segmented)

•  Quick Release Clamping

•  Manual Crowning

 
    Package Deal R 4,700,000.00
 

Upgrade laser to automatic shuttle table for only R 130,000.00
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AMADA 
AUTOMATION 
SOLUTIONS
By Barry Page

The need for variable production 
output and higher quality demands 
with lower input is an increasing need 
in manufacturing industries worldwide. 

with increasing costs and smaller 
production batches, companies are 
forced to consider more efficient ways 
of producing components. substantially 
cheaper imports from Asian suppliers 
create difficult conditions to remain 
competitive.

Amada has recognized the change in 
manufacturing needs from large job lots 
to variable batch, variable lot production or 
Just in time production. What we see now is 
a shift from large inventories to production 
on immediate demand, thereby not creating 
an unnecessary surplus of stock. While 
this obviously frees up cash flow, the new 
challenges are to get parts out correctly and 
on time with shorter deadlines.

Amada has developed VPSS Virtual Prototype 
Simulation System a comprehensive design 
to production solution. It guides customers 
from conceptualization of a component to 
full production with ease. 

When VPSS is linked to Amada machinery 
on the shop floor, production can begin. The 
skill of the operator is of less significance 
due to all the programming, tool set-up 
and sequencing being done in the drawing 
office beforehand. The simple scanning of 
a bar code at the control of the machine 
transfers all the relevant data to the machine 
for production to begin.

Astro Cell with robotic bending and automatic tool loading/unloading.

C1 Laser/Punch combination with sheet manipulator.

HG Press Brake with Automatic Tool Changer (ATC).



Machine Tool Market – November/December 2016 11

The range of Amada machinery has been 
fine-tuned to meet such manufacturing 
demands. Automation has become an integral 
part of the seamless production process. 
Various options and levels of automation 
are available offering features, from basic 
loading/unloading systems to fully integrated 
systems that include actual part removing 

and placement packing.

Sheet manipulators are possibly one of 
the most popular options today. These 
manipulators can accommodate 1 or 2 
pallets of raw material for processing and 
another pallet for finished products coming 
off the machine. With these manipulators, 
production can continue virtually unmanned.

The next level of automation is the “Tower” 
system (ASF system), which offers material 
storage as well as sheet manipulation and 
finished product storage. Added optional 
features include part separation and stacking 
as well as the placement of non-scratch 
material between finished parts.

Amada’s top tier level of an automated system 
is the FMS Flexible Manufacturing System. The 
FMS is a fully integrated system specifically 
designed to customers’ manufacturing 
requirements. The system can link various 
Amada machinery such as laser, turret punch, 
press brake and panel benders to a fully 
integrated warehousing system ensuring 
uninterrupted production 24 hours a day.

Automation of individual machinery, such 
as tool changers ensure drastic down-
time reduction. Automatic tool loading and 
unloading on both, punching machines and 
bending machines offer many advantages 
which include safety, correct tool orientation 
in the turret, cleanliness and the elimination of 
damage. Due to automatic cleaning, loading 
and unloading of bending tools, tool life has 
been extended many times over. 

The same applies to turret punch press 
tooling, where the tooling is linked and 
monitored via an ID chip within the tool. 
This unique ID chip (ID Tooling) will fully 
monitor the life of the tool. It will ensure 
that tooling is loaded in the correct station, 
at the correct orientation and also that the 
correct clearance is used. The ID tooling 
system will notify the operator of the number 
of hits, when sharpening is due and when 
replacements should be considered. With 
human error being the main contributing 
factors to premature tool failure, these 
systems can extend tool life drastically while 
increasing quality and production.

Some of these automation models are – the 
MPL manipulator 1 or 2 shelf, the ASF-H 6 
or 8 shelf pallet changer for lasers, the ASR 
and RMP systems for punching, the ATC 
(Automatic tool changer) for the HG range 
of press brakes and the Astro bending cell 
which offers both automatic tool loading as 
well as robotic bending in one cell.

With all Amada automation options, and 
the fact that they are largely retro-fittable, 
we will have a solution to any automation 
needs. We are able to help companies realize 
greater profits with less interruptions and 
less manual input.

For more information, please contact Amada – Tel: (011) 453-5459.

Automation

Example of Turret Punch Press with automatic tool loading, unloading, storage 
magazine and material handling system.

EML Laser/Punch Combination  
with ASF sheet manipulator, sheet storage and TK part remover.
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AUTOMATED, HIGH-
SPEED MILLING  
CUTS IRISH TOOLMAKER’S LEAD-
TIMES BY UP TO 20 PERCENT

Fewer operations and improved accuracy  
with latest 5-axis cell

A lot of electric discharge machining 
previously carried out by Galway Tool & 
Mould (GTM) has been replaced by high-
speed cutting at up to 42,000 rpm on three 
German-built Roeders machining centres 
supplied by Hurco europe. 

Two of the machines, which are installed in 
a temperature controlled environment, have 
been automated with pallet changers so 
that they can be operated around the clock, 
unmanned at night.

GTM’s owner and managing director, Padraig 
McFadden, said, “as a result of this and other 
measures, mould lead-times have been cut 
by up to 20 percent to typically 14 weeks and 
we have increased productivity significantly.”

The main specialism of the company, which 
was founded in 1990, is manufacture of high 
precision injection moulds for the medical, 
pharmaceutical and high-volume packaging 
sectors worldwide, from single-impression 
moulds for prototyping to 48-cavity moulds 
for producing complex plastic devices such 
as inhalers. 

In addition, a small number of micro moulds 
is produced to make, for example, miniature 
rotor gears and screws for medical assemblies 
or for overmoulding stents. Components 
down to 10 milligrams can be moulded 
to tolerances of ± 0.005mm, consistently 
and reliably.

The successful working practices implemented 
by GTM at its Galway factory resulted in 
a doubling of turnover between 2012 and 
2015 and an increase in floor area from 
4,000 to 15,000 sq ft, with an extension of an 
additional 8,000 sq ft currently being added. 
There are now 30 employees of whom three 
are apprentices.

Migration from EDM to high-speed milling 
is one factor in that success, but others are 
the opening of a metrology laboratory for 
tool validation and an in-house trial facility 
for moulds equipped with Fanuc electric 
moulding machines ranging from 100 to 300 
tons capacity. McFadden emphasized that 
customers get a perfect turnkey mould every 
time, which has been designed, manufactured 

and tested for process viability, including 
correct shrinkage allowance.

2007 was a year of change for GTM, which 
until then derived a large proportion of turnover 
from automotive mould making. Much of 
this work rapidly disappeared overseas, 
notably to China, so McFadden diversified 
into other areas, particularly the medical 
industry for which Ireland had become a 
global manufacturing centre. Characteristic 
of medical mould work are the requirement 
for tighter tolerances and better surface 
finishes as well as shorter lead-times than 
are normal in the automotive sector. 

GTM was sparking a lot of small parts for 
moulds, but electrode manufacture is time-
consuming and EDM is itself a slow process. 
The decision was taken to replace as much 
EDM as possible with high-speed machining 
using small-diameter, ball nose milling 
cutters. It was a move that would save 70 
percent of the time needed for this part of the 
manufacturing process, according to shop 
floor manager, Mark Walsh. Every mould 
that passes through the Galway factory now 
undergoes some high-speed cutting on one 
of the Roeders.

Cont. on page 14 

Mark Walsh (left), shop floor manager at Galway Tool & Mould, in discussion with Roeders 
toolmaker, Ronan Faherty.

The 38-position pallet change system that 
feeds the Roeders RXP601 DSH.
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A Roeders RXP500 3-axis VMC with a 40-
tool magazine was duly installed. Despite it 
having run 24/5 plus extensively at weekends 
for more than eight years, Walsh confirmed 
that the machine is just as good today in 
terms of the accuracies and surface finishes 
achieved as when it was new.

This level of performance led automatically to 
the purchase of a second Roeders 3-axis RXP 
500 in 2013 to cope with raised production 
levels. Automation was fitted in the form of an 
automatic, 8-pallet changer that allows any 
mix of jobs to be set up and run unattended 
overnight, or over an entire weekend if longer-
running jobs are selected.

During the day, both RXP500s can be attended 
by one person due to the automation fitted 
to the second machine. Walsh was palpably 
enthusiastic when he spoke of how many more 
hours they were getting out of the spindles 
for the same number of operator hours. 

One-hit 5-axis machining slashes 
production time by 75 percent

More recently, work has been more heavily 
centred on pharmaceutical moulds, entailing 
machining of even greater complexity that 
requires multiple set-ups on a 3-axis machine, 
the use of long cutters to access awkward 
areas from above, and repeated repositioning 
for side features to be included.

A 5-axis VMC was the obvious solution, so in 
2015 a Roeders RXP601 DSH with a 96-tool 
magazine was installed, again with automation 
but this time provided by a 38-position pallet 
change system to allow longer periods of 
unattended running. A second RXP601 
could be served by the same automation 
equipment if required in the future.

The advantage of using 5-axis machining 
on some jobs is dramatic. Take the 
aforementioned inhaler mould, which was 
previously machined in a total of eight hours 
on a 3-axis Roeders and an EDM machine 
in five operations. They comprised milling 
with an 80mm long, 16mm diameter cutter 
that was slowed to 3,000 rpm to avoid undue 
vibration, followed by a set-up on either side 
for further milling, then sparking on four 
sides and around the skirt. The 5-axis HSC 
machine tackles the same job in a single 
set-up in one-quarter of the time – just two 
hours complete.

The time saving is a result of eliminating four 
set-ups and maintaining spindle speed at 
30,000 rpm, as the better access afforded 
by a 5-axis configuration allows the use of 
shorter cutters. Consequently, more and 
more work is finding its way onto the five 
axis cell at the Galway factory.

The latest innovation is the introduction of off-
line set-up of jobs on a coordinate measuring 
machine, which when fully implemented will 
add an extra 10 hours of production per 
week across the three Roeders machines.

    Cont. from page 12 

Walsh said, “back in 2007 we asked several 
potential HSC machine suppliers to make 
test cuts on one of our moulds. The Roeders 
machine beat all the others in terms of speed, 
accuracy and surface finish. 

“It was noticeably better in all areas, partly 
because the German machine builder was 
an early adopter of linear motors for the 
axis drives. 

“Coupled with glass scale feedback to the 
control and compensation for spindle growth 
via a high precision sensor, it allows us to 
hold ± 2 µm accuracy.

“This was three times better than on a ballscrew-
driven machine we trialled, which also had 
the drawback of not being able to achieve 
the surface finish we require for our moulds.”

He added that an on-line search revealed 
Roeders’ reputation for machine reliability, 
high spindle uptime and good service, 
so in the end the purchase decision was 
straightforward.

For more information, please contact Hurco South Africa – Tel: (011) 849-5600.

Mark Walsh at the control of the Roeders RXP601 DSH 5-axis machining centre.

An inhaler injection mould die machined 
on the other Roeders RXP500 high-speed 

cutting centre.

Cavities being milled into a plastic spoon 
mould on the automated RXP500 at Galway.



Lifting and Transport Equipment
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Tel: (011) 678-0092
WAK TRADING (PTY) LTD
Ground Floor Fairland House, 193 Smit Street, Fairland 2195
E-mail: info@waktrading.co.za

Simple and safe operation, standard range for loads up to 100 metric tons, special designs for specific 
lifting and transport problems made to order, sturdy castors for any application, adjustable and steerable 

castor - trolleys for transport in workshop facilities, revolving transport trolleys.
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The EC-400PP HMC from Haas 
Automation Inc., with its fully integrated, 
6-station pallet pool, brings true lights 
out machining capability to small- and 
medium-sized manufacturers and 
production shops. 

Designed for high-volume production and 
unattended operation, the Haas eC-400PP 
features a 508mm x 508mm x 508mm work 
cube, six-station pallet pool with 400mm 
pallets, 8000-rpm spindle, and 1-degree 
pallet indexing. Other standard features 
for extended operation include a 70+1 
tool side-mount tool changer, 25,4 m/min 

For more information please contact Haas Factory Outlet South Africa – Tel: (011) 974-2301.

THE HAAS 
EC-400PP HMC  
– PALLET POOL 
PRODUCTIVITY 

Haas EC-400PP Specifications 
TRAVeLs
X Axis 508 mm
Y Axis 508 mm
Z Axis 508 mm
A Axis Indexing  
Increment  1°

sPINDLe 
Max Rating 14.9 kW
Max Speed 8000 rpm
Max Torque 102 Nm @ 1400 rpm
Drive System Inline Direct Drive 
Taper CT or BT 40 
Bearings ABEC Class 7 

sPINDLe (OPT) 
Max Rating 22.4 kW
Max Speed 12000 rpm
Max Torque 122 Nm @ 2000 rpm
Drive System Inline Direct-Drive 

INDeXeR (sTD) 
90° Rotation Time  
(indexer) 2.5 sec
Gear Ratio 72:1 
Resolution 1°
Indexing Accuracy ± 3 arc-sec 
Repeatability 1 arc-sec 
Brake Torque @  
100 psi/6.9 bar 5423 Nm

4TH AXIs (OPT) 
90° Rotation Time  
(full 4th) 3 sec
Rotational Torque  
(continuous) 407 Nm
Backlash 30 arc-sec 
Gear Ratio 72:1 
Brake Torque 678 Nm
Min Resolution 0.001°
Accuracy ± 15 arc-sec 
Repeatability 10 arc-sec 

FeeDRATes 
Rapids on X  25.4 m/min
Rapids on Y 25.4 m/min
Rapids on Z 25.4 m/min
Max Cutting 12.7 m/min

AXIs MOTORs 
Max Thrust X 20462 N
Max Thrust Y 20462 N
Max Thrust Z 20462 N

PALLeT CHANGeR 
Pallet Number 6 
Pallet Length 400.0 mm
Pallet Width 400.0 mm
Max Pallet Load 454 kg
Pallet Change Time 8 sec

TOOL CHANGeR 
Type SMTC 
Capacity 70+1 
Max Tool Diameter  
(adjacent empty) 152 mm
Max Tool Diameter  
(full) 76 mm
Max Tool Length  
(from gage line) 305 mm
Max Tool Weight 5.4 kg
Tool-to-Tool (avg) 2.1 sec
Chip-to-Chip (avg) 3.7 sec

GeNeRAL 
Air Required 255 L/min, 6.9 bar
Coolant Capacity 303 L
Coolant Flow Rate 15.1 L/min
Enclosure Material 14 ga

rapids, 300 psi through-spindle coolant, 
1 MB of program memory, UsB connectivity, 
a remote jog handle and a high-volume 
coolant system. To remove chips from 
the enclosure quickly and efficiently, the 
eC-400PP also has an auger-fed, belt-type 
chip conveyor system.

Each of the 400mm pallets in the EC-400PP’s 
6-station pool has a load capacity up to 454 kg 
(300 kg with optional full 4th axis). The pallets 
can be scheduled individually according to 
priority and sequencing requirements, which 
allows high-priority parts to be machined first 
or staged more often. Completed pallets 
are returned automatically to the holding 
location, or can be sequenced to a protected 
operator station for immediate unloading 
and re-loading. 

For added performance, an optional 12,000-
rpm spindle powered by a 22.4 kW vector 
system is available for the EC-400PP. Like 
the standard spindle, it features an inline, 
direct-drive system that couples the spindle 
directly to the motor to reduce heat, increase 
power transmission, and provide excellent 
surface finishes. A full 4th-axis rotary system 
is available for shops requiring simultaneous 
4-axis motion.

The EC-400PP has the power to easily cut 
stainless steel, cast iron, and high-nickel 
alloys, while providing the speed essential 
for aluminum alloys. The inherent benefits 
of horizontal spindle orientation, including 
cleaner cutting conditions and extended tool 
life, simply enhance the machine’s capabilities. 
And because it’s a Haas, the EC-400PP is 
backed by the worldwide network of Haas 
Factory Outlets, protecting its production 
power with the best service and support in 
the industry. 



KINGRICH TURRET MILL 
Models: KR-V3000SL / KR-V3000

KINGRICH BED TYPE MILL
Model: KR-B4V

HARP SMTCL RADIAL DRILL
Models: Z3050 x 16/1 /

 Z3032 x 10/1

HARP SMTCL CENTRE LATHE
Models: CA 6236 x 1000mm / 

CA 6261C x 1500mm / CA6250C x 1500mm / 
CA6266C x 1500mm / CA6266C x 2000mm / 

CW6280C x 1500mm

HARP SMTCL DOUBLE 
COLUMN HORIZONTAL BANDSAW

Models: DBS200, DBS280,
DBS350

HARP SMTCL  DOUBLE COLUMN 
HORIZONTAL BANDSAW 

 Model: DBS10000

 HARP WAYTRAIN HORIZONTAL BANDSAW 
Models: UE330A / UE250A / 
UE918S / UE916A /UE712A1

HARP SMTCL  DOUBLE COLUMN HARP SMTCL  DOUBLE COLUMN 

 HARP WAYTRAIN HORIZONTAL BANDSAW

HARP SMTCL TURRET MILL
Models: X6330 / X6325B / X6325

HARP TOPTECH UNIVERSAL 
MILLING MACHINE

Models: MT200D
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Enter our World of Machine Tools

Harp Machine Tools
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QINISA STEEL 
SOLUTIONS 
GETS THE LATEST 
IN FIBRE TUBE 
LASER CUTTING 
TECHNOLOGY 
In 2013, it became apparent that 
there was a need for a steel company 
which would be able to add value to 
project steel, in the interval between 
sourcing raw steel from the mills and 
delivery of the ready-to-assemble 
product to the customer.

This saw the formation of Qinisa 
steel solutions, a Level 2 BBBee, 
57% black-owned business based in 
Alrode, Johannesburg with the vision of 
being a professional, customer-centric 
manufacturer of parts where only the 
highest levels of precision and repeatable 
accuracy would be acceptable. 

This is according to the company’s Managing 
Director Jerry Govender who is a shareholder 
as is Vunani Capital and BSI Steel, which 
as a strategic equity partner supports the 
business through its supply chain strength.

In July 2016, Qinisa invested in a BLM Adige 
LT Fibre tube laser from local distributors 
First Cut. 

“During installation, commissioning and 
training phases, we were pleased with the 
professionalism and unstinting assistance 
afforded us,” says Govender.

Managing Director Govender and Director 
Grant Mackenzie have many years of 
experience in the engineering and steel 
industries, most recently having been COO 
and CEO of BSI Steel, respectively.

Qinisa Steel Solutions focuses on supplying 
infrastructure development projects in the 
renewable energy sector, as well as in the rail, 
automotive, mining and power generation 
sectors. The new fibre tube laser will be playing 
a pivotal role in offering a technologically 
superior service to its customers in these 
industries. 

The company’s steel processing capacities 
includes band saw-cutting, CNC beam 
and structural steel drilling, fabrication and 
managing hot dip galvanizing after primary 
processing. Now, Qinisa is able to add 
state-of-the-art fibre tube laser cutting to its 
customer offering, resulting in significant 
manufacturing gains for its customers.

“Importantly, we are able to project manage 
and quality control all aspects of the supply 
chain, from procurement of raw materials 
until final delivery to site,” says Govender.

“Fibre tube laser is revolutionizing the laser 
cutting industry as it reduces processing 
times to a fraction of those of conventional 
CO2 lasers. In addition, with electricity being 
a major input cost in manufacturing, fibre 
tube laser cuts power consumption by 
approximately 50%,” points out Andrew 
Poole, Managing Director of First Cut.

“The LT Fibre tube laser offers highest cutting 
precision, quality and consistently repeatable 
accuracy in thin to medium wall thickness 
tube processing. In addition, the laser can 
cut metals with highly reflective surfaces 
such as stainless steel, aluminium, copper 
and brass – as well as normal carbon steel – 
without impairing its functioning in any way,” 
Poole adds.

With the new LT Fibre tube laser, complex 
cutting and slotting of mild steel, stainless 
steel and aluminium tube can now be done 
in far less time than previously. The machine 
can handle closed and open section sizes 
from 15mm to 152mm.

“A major advantage of the new machine 
is that the cut components are accurately 
cut and burr-free,” comments Mackenzie. 

“Virtually any profile can be cut into the end 
of a tube or along its length with applications 
not limited to innovative jointing in tubular 
steel structures but also in the automotive, 
office furniture and decorative industries.”  

An outstanding feature of the new BLM 
machine is its Artube software, which is 
compatible with most CAD software. As 
nothing is lost in the translation, conversions 
are accurate – resulting in faster turnaround 
times, elimination of errors, improved nesting 
and reduction of scrap. 

“Once we have the designs in Artube, we 
have them validated, qualified and signed 
off by the customer. With this advanced laser 
we can work closely with our customers 
providing them with further enhancement of 
their designs if need be,” Mackenzie adds.

Superior BLM hardware and software ensures 
that consistency is absolute. In addition, once 
the designs have been finalized in Artube, 
repeating an order is simplicity itself.

“We are a lean and professional team and as 
senior executives, we are directly involved in 
all projects,” continues Mackenzie. While the 
company is ISO 9001:2008 certified, Qinisa 
Steel Solutions continues to develop its 
SHEQ accreditation standards in response 
to customer requirements. 

“For us, the acquisition of the new BLM LT 
Fibre tube laser machine represents both 
an exciting quantum leap in terms of the 
precision, speed, accuracy and quality we 
can offer our customers and also an equally 
important first step on a journey which will 
see us providing a complete range of high-
quality steel processing options throughout 
the South African industry,” concludes 
Govender.

For more information, please contact First Cut – Tel: (011) 614-1112.

L – R: Grant Mackenzie Director Qinisa Steel Solutions, Jerry Govender Managing Director 
Qinisa Steel Solutions, Neil Labuschagne Technical Sales – Tube Division First Cut.



THE PERFECT SOLUTION FOR YOUR TRANSPORT PROBLEMS

WORLD FIRST - Swivelling safety lifting 
toe-system, for continual adjustment to the 
load in a varying inclination of up to ±10%.

• Safe working and lifting with the 
jack through patented safety lifting 
toe-system.

• Easy maintenance by single 
exchangeable pump unit - safety 
pressure relief valve with dirt filter 
preventing overloading.

• Sturdy swivelling feet - for easy and safe positioning in 
every situation.

• Safe working and lifting with the 
jack through patented safety lifting 
toe-system.

• Easy maintenance by single 
exchangeable pump unit - safety 
pressure relief valve with dirt filter 
preventing overloading.

• Sturdy swivelling feet - for easy and safe positioning in 
every situation.

• Safe working and lifting with the 
jack through patented safety lifting 
toe-system.

• Easy maintenance by single 
exchangeable pump unit - safety 
pressure relief valve with dirt filter 
preventing overloading.

• Sturdy swivelling feet - for easy and safe positioning in 
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• Simple and safe operation
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• Special designs for specific lifting and 
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• Sturdy castors for any application
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trolleys for transport in workshop 
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• Revolving transport trolleys

• High performance and reduced friction through design protected slide shoe system.
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THE BEST 
ROBOTIC 
MACHINE 
JUST GOT 
BETTER
Equipped with new features, the 
Voortman V808 still can do it all, but 
now even faster. The Voortman V808 
is a market leading and most versatile 
robotic thermal cutting machine with 
8 axes. There are three updates that 
stand out.

New, lighter robot

The V808 is equipped with a brand new 
coping robot. The design has two additional 
overhead axes in addition to the six of the 
robot itself, giving the machine flexibility and 
outstanding reach. The extreme flexibility of 
the robot in combination with the machine 
structure enables the V808 to cut every 
structural shape possible and process all 
four sides of material in a single pass. This 
robot is lighter and has higher accuracy and 
stability for faster positioning and higher 
cutting quality. 

High definition plasma cutting or oxy-
fuel cutting 

The V808 now also offers advanced integration 
with high definition plasma cutting. Voortman 

further optimized the existing high definition 
plasma cutting technologies drastically. For oxy-
fuel cutting proportional valves for automatic 
setting of pressures, while eliminating manual 
intervention, have been added.  

More powerful measuring and 
clamping system

The V808 is equipped with new roller feed 
measuring and a revised clamping system. 
This fully automatic measuring roller feed 
system is still the fastest positioning system 
as it does not require a pusher or gripper to 
return home before loading the next piece 
saving hours each week. Voortman also 
upgraded the positioning weight which 
makes the new measuring and clamping 
system more flexible and powerful.

For more information, please contact First Cut – Tel: (011) 614-1112.

The Voortman V808 
new coping robot.

High definition 
plasma cutting or 
oxy-fuel cutting.
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HOW TO 
ACHIEVE AN 
OEE OF 100%
By Paul Savides, PBS Machine Tools.

Driven by rapid development of automation 
technologies in recent years, automated 
production systems have been introduced 
into enterprises. Not only in order to 
enhance competitiveness, but also 
to reduce labour costs and improve 
productivity and yield. 

The benefits of automation include increased 
productivity, enhanced machine quality and 
yield rates, decreased labour costs and 
quicker return on investment; add to this 
improved floor space turnover, prevention of 
operational mistakes, enhanced production 
flexibility and lower workplace hazard by 
limiting labour.

At PBS Machine Tools, we investigate a 
customer’s needs and parts, do a time and 
motion study in order to identify a specific 
solution and then apply many different 
automation techniques in order to help the 
customer achieve their TAKT time goals.

The most important focus of applying any 
automation system should be OEE (Overall 
Equipment Effectiveness). This is a function of – 
machine availability  x  machine performance 
x quality.

Availability is a measurement of up-time, 
performance is the speed at which the line 
is running vs planned speed and quality is 
a measure of good parts produced vs total 
parts produced.

In other words to achieve an OEE of 100%, 
a machine must run for every second it is 
available, parts must be manufactured as 
fast as possible and quality must be 100%.

A globally acceptable OEE is around 85%. 
This can best be achieved by implementing 
automation, which directly affects the OEE 

variables of availability, performance and 
quality.

Availability is affected in that the machine is 
now utilized more efficiently and for more 
time in each day. Performance is affected by 
minimizing non-productive time and quality 
is affected in rework or making of new parts 
for replacement.

TongTai manufactured its first automated 
production line more than 35 years ago 
and until now, has produced more than 
400 various automated production systems. 

Automation Systems 

standard single Machine (CNC Lathe) 
with attached universal robot arm and 
customized loading systems. Ideally used 
for smaller workpieces. Load and unload 
within 5 seconds. Workpiece range of  
Ø5-120mm. With multiple part inlet options 
such as conveyor or stack type. 

standard single Machine (VMC) fitted with 
a compact 6 axis robot for auto loading and 
unloading small to medium sizes vertical 
machining centres. This saves floor space 
and time and brings with it high flexibility. 
Together with the part stacker, it is also 
important to consider an auto spare tool 
supply to achieve longer production runs 
without human intervention.

Multiple CNC’s with overhead gantry 
loaders – this is the most efficient connection 
between different machine types and multiple 
machines. The structure is simple, out of 
the way and probably the most economical 
solution. Together with this, stations can be 

easily added for measurement, air blow, part 
turnover, repositioning and cleaning. Parts 
are generally up to 15kg and gantry robots 
travel at 120m/min. 

Production lines with multiple machines 
and 6 axis robots – large multi-axis robots are 
suitable for automation among various large 
to medium machines. TongTai can design 
a complete part movement and information 
system to meet customers’ requirements. This 
includes cameras for part checking, transfer 
between machining operations, inspection 
and cleaning.

Flexible Manufacturing systems (FMs) –
which is a complete production management 
system incorporating material storage, 
scheduling, machining, inspection, stock 
and production management. FMS target 
small-volume and large variety production. 
This usually incorporates one or two machines 
with up to 100 pallets. Parts suitable for these 
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simple semi-automatic parts flow system – 
in order to meet the demand of semi-automatic 
production lines, systems need to be able to 
provide benefits of time-saving, man-power 
saving and safety. Such systems make use 
of man-power assisted by smart automation 
to make their jobs easier and consistent. 
These systems generally include a manual 
loading/unloading station, automatic loading 
of fixtures into machines, assisted parts feeder 
and manual jig/fixture assemble.

Together with these systems, a lot of planning 
and peripheral equipment needs to be 
considered, such as tool life management, 
auto workpiece identification, workpiece 
measuring stations, cleaning stations, fixture 
auto clamp confirmation and tool breakage 
detection. These are all examples of items 
that are critical in running an automated line 
successfully. 

Industry 4.0 

TongTai also offers its TIMS system (TongTai 
Integrated Monitoring System) for automation 
and machine monitoring. This system will 
accurately keep track of machine up-time, 
alarms, machine waiting functions, non-

productive time and reasons. These can 
be monitored from off of the production 
line and assist with improved planning and 
better production costs.

Often customers think of automation simply as 
a robot arm or something similar. Of course 
a robot arm to auto-load a part is correct, but 
there are so many other simpler forms, too, 
including barfeeders, multiple axis rotary 
tables, pallet changers, auto-Indexing chucks, 
driven tools and angle heads.

Making use of such accessories can greatly 
increase OEE and output, thus making a 
company more price- and time competitive.

It is important to realise that we are playing 
in the global village and a competitor is no 
longer the next door neighbour, but rather a 
factory in China, India or Thailand. How do 
we, as South Africans, make ourselves more 
competitive? How do we keep costs down, 
while running smaller batch production when 
compared to these countries? Quite simply, 
by focusing on any and every advantage that 
can be gained by implementing systems 
such as automation and keeping OEE at 
the forefront of our minds.

For more information, please contact PBS Machine Tools – Tel: (011) 914-3360.

systems are up to 1000kg with cycle times 
over 4.5 minutes. 

Affordable Laser Cutting Machines

144 Lamp Road, Wadeville 1428 
Tel: (011) 824-0387 
      (011) 869-2453

Contacts:
Malcolm Moriarty - 072 834 3164 www.metalchipmachinery.co.za

SF2513 F 300/500W 
Fibre Laser Cutting Machine
3015G - 750W, 1000W, 
1200W, 1500W

LM3015H 3kW
Fibre Laser

E-mail: sales@metalchipmachinery.co.za

3015G3015G3015G
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Advanced technology in flexible 
manufacturing systems is ideal for 
shops with limited floor space.

Okuma’s pallet 
pools are flexible 
manufacturing 
systems that 
connect to a 
select group of 
Okuma machining 
centers and 
5-axis machines 

to enable automatic part handling and 
pallet changes. They are retrofittable and 
offer flexibility in 4 to 12 pallet options that 
can be arranged in a linear (in line with 
Z axis) or transverse (in line with X axis) 
style depending on production needs. 
The compact construction and single 
level storage system allow for automated 
machining in small spaces. 

Each pallet pool comes standard with 
one load station that can be manually 
rotated around its vertical axis and locked 
at 90 degree intervals. This flexible 
manufacturing system displays virtually 
all required information at the operator 
load station, eliminating frequent trips 
to the machine.

The Okuma Pallet Pool Control (PPC) 
is fully integrated with the THINC®-OSP 
control providing One Source features 
to the end user. This allows for error 
free operation by eliminating third party 
interface problems.

Standard features of Pallet Pool Control 
include assignment of NC programs 
to individual pallets, pallet scheduling 
order, manual operation of system and 
set up of pallet pool; add to this system 
alarms details, One Step pallet recovery 
capabilities, automatic operation mode 
and overlay system enabling, NC hold 
for prove-out of special operations and 
setting of storage locations.

Okuma europe is pleased with the outcome 
of their smart Factory Open House. The 
machine tool manufacturer welcomed 
more than 200 visitors at their european 
headquarters in Germany to explore 
the latest solutions in automated CNC 
machining. The event offered valuable 
insight into new technologies for unmanned 
production to allow for more flexible 
production planning, shortened deliveries, 
higher efficiency and reduced costs.       

The fourth industrial revolution calls for 
new machining and software solutions to 
handle big data in a smart factory. Okuma 
illustrated their approach to dealing with 
communication in a state-of-the-art pro-
duction facility, incorporating know-how from 
Okuma’s self-contained start-to-finish factory 
Dream Site 1 in Japan as well as other notable 
collaborations with customers around the 
world. For demonstration purposes, the CNC 
manufacturer transformed their showroom 
into a smart factory by network connecting 
all of the machines on display. 

Guests were treated to a variety of machining 
demonstrations on a wide range of Okuma’s 
extensive fleet of machine tools. Live 
machining ranged from portrait milling to 
gear machining on Okuma’s multitasking 
machines. Real-time data monitoring allowed 
demonstrations of product and information 

tracking, tool data handling and more. By 
visualizing essential data, such as utilization, 
machining history and machine status, Okuma 
strives to take productivity to the next level. 
Via a central monitor visitors were able to 
observe the communication between the 
individual machine tools, the CNC controls 
and Okuma’s Intelligent Technology software. 

Presentations covered concepts for automated 
production cell management, which have been 
realized with renowned reference customers. 
These projects included the successful 
integration of an Okuma multitasking machine 
and custom software solutions into a fully 
automated robotic cell – the entire process 
occurs completely unmanned, including 
changeovers from one type of workpiece to 
another, tool changes, clamping equipment 
changes and workpiece changeovers within 
the current batch. 

For more information, please contact F&H Machine Tools – Tel: (011) 397-4050.

WELCOME TO THE SMART FACTORY 
– OKUMA OFFERED INSIGHTS INTO 
THE FUTURE OF CNC MACHINING

ADIRA PH-60060 IN TANDEM

The complete installation consists of two 
press brakes 600 tons x 6 meters in tandem 
with 1200mm throat and 1200mm daylight, 
a front feeder that transports the plates 
(blanks) from a pallet close to the floor level, 
while placing them over a support table 
near the bending tooling. This is followed 
by a positioner system consisting of 4 front- 
and 4 rear arms fixed between the tables 

and controlled by the CNC. The system 
places the plate into the pre-programmed 
position so that the bending sequence may 
be performed.

An extractor removes the column automatically, 
while sliding it on the tool along the machine 
bending length, moving from the right side 
to the left, or vice versa. Special tooling is 
available for conical bends.

OKUMA’S PALLET 
POOL SYSTEM

ADIRA presents two electronic press brakes, model PH-60060 in tandem, with 
automation for the production of light poles.



Tel: (011) 974-7744 • Fax: (011) 974-2288
www.trmsupplies.co.za

SUPPLIERS OF NEW:
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HIGH-PRECISION FIBER LASER

X, Y & Z AXES - MEDIUM TO 
LARGE SIZE CUTTING SYSTEM 
WITH FIBER LASER SOURCES

Cutting head with 
capacitive sensor

Fully cleared working 
area with fixed table

Class 1 safety enclosure 
with inspection windows

Loading/unloading tables 
with dual pallet

MAIN FEATURES:
• High speed linear motors with low maintenance 
 requirements and very durable fiber laser source 
•  Suitable for any production area
• High-power fiber laser (1070nm) with high-quality laser beam 
•  High speed and high accuracy cutting process for highly 
 economical performance
•  Cuts 99% of production in one step, no post finishing,   
 very low on consumables

• Ideal for low thickness and up to 12mm of most materials  
 including steel,  inox, aluminium, brass, copper, etc. 
•  Excellent solution for companies cutting thin metals and  
 alloys
•  Automatic telescopic opening and closing cover
•  Working table with fumes and dust extraction
•  ICARO software (CAM) with easy and powerful interface, 
 operating with Windows™ system

HIGH-PRECISION, HIGH SPEED SYSTEM FOR METAL AND ALLOY CUTTING

European Design / European Built

Hypertherm

Field

Service
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THE FUTURE OF 
DRIVING PLEASURE

In his talk at the 26th Aachen Colloquium 
Automobile and Engine Technology, Klaus 
Fröhlich, Member of the Board of Management 
at BMW AG, Development, presented the full 
spectrum of drive technologies possible in 
the future – and in so doing, mapped out the 
journey ahead. One of the key messages of 
his speech centred on how the challenge 
of keeping both customers and lawmakers 
happy by meeting all their requirements 
would call for a wide variety of different drive 
systems. “There will be no such thing as a 
one-size-fits-all solution,” stated Fröhlich 
confidently. “We see the approach of using 
myriad technologies continuing for many 
years.”

Although it is true that internal combustion 
engines will decline in importance in the 

medium term, they will play a vital role for 
a long time to come and still offer potential 
that could be tapped into with additional 
investment. However, a wide spread of 
evolutionary advances will be needed to 
meet future requirements with respect to 
CO2 and other emissions and 48V energy 
recuperation systems will play an increasingly 
important role in this regard.

The proportion of electrified vehicles on 
the roads is growing steadily. In the USA 
and a number of European countries, 
demand is increasing at a faster pace than 
in Germany. Here, too, sales figures received 
a major boost from the launch of the BMW 
i3 with new 94 Ah battery. August 2016 saw 
worldwide sales of the BMW i3 rise by over 
70% compared to twelve months previously. 

There is tremendous potential for electric 
mobility in China, although this is subject to 
considerable local variation. Electric mobility 
will continue to be multifaceted in nature for 
a long while yet, guided by the particular 
concept and market at hand. A total of 34,664 
BMW i and BMW iPerformance models had 
been sold in 2016 up to the end of August. 
A significant fall in costs is not expected 
until after 2020.

It will be a few years before the battery electric 
vehicle (BEV) becomes the all-encompassing 
solution for customers and model classes 
across the board. Pure battery-electric 
drive systems allow customers whose daily 
journeys don’t generally exceed 100 kilo-
metres (62 miles) to enjoy zero-emission 
electric driving in small to medium-sized 
vehicles. The BMW i3 exemplifies a possible 
approach here, and now also offers customers 
an electric range of over 200km (125 miles) 
in real-world use.

When it comes to medium-length journeys 
and mid-size vehicles, the BMW Group offers 
an extremely wide choice of plug-in hybrid 
models (PHEVs). These all-rounders offer an 
entry point into customer-focused e-mobility 
in many segments.

Meanwhile, hydrogen-powered fuel-cell 
electric vehicle (FCEVs) offer the ideal 
combination of zero-emission motoring and 
everyday practicality when extended ranges 
and high running resistances are required. 
The key benefit for customers of fuel-cell 
drive systems is their short refuelling time – 
which is similar to that offered by vehicles 
with conventional combustion engines. 
What is lacking here, though, is the requisite 
hydrogen infrastructure and production 
set-up, and cross-sector partnerships have 
been launched to accelerate the process of 
establishing such an ecosystem. All of which 
means that the large-scale manufacture of 
hydrogen fuel-cell technology will become 
viable in the course of the next ten years, 
putting it firmly on the radar for customer 
usage.

The latest demonstrator and research vehicle 
with a hydrogen fuel-cell electric drive system 
is derived from the BMW Group’s modular 
electrification toolkit. Partner networks, such 
as the one that exists between the BMW 
Group and Toyota, are an excellent way 
of arriving at objectives more quickly and 
cost-effectively.

Fröhlich outlines the roadmap to hydrogen-
powered fuel-cell electric driving as follows, 

“BMW will enter the fuel cell market early in 
the next decade, starting with very small 
production runs. However, until 2025 at least 
costs will remain too high and the hydrogen 
infrastructure too sparse to allow broad-
based market penetration. By the time the 
fundamentals are in place, the BMW Group 
will have marketable products ready that are 
attractive to customers.”

Klaus Fröhlich, Member of the Board of Management at BMW AG, Development.

The BMw Group is a pioneer in the field of electric mobility and already offers a 
range of models with electrified drive systems. The all-electric BMw i3 and the 
five-strong line-up of plug-in hybrids – with their combination of electric motor 
and petrol engine – are already a sales hit with customers and the BMw Group 
will develop even more models with electric drive systems in the future. equally, 
though, conventional diesel and petrol engines will play a major role for a long 
time still.
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VOLVO CARS EXPANDS 
PRODUCTION IN CHINA AND 
UNVEILS NEW CHINA STRATEGY 
Volvo Cars has unveiled a new manufacturing strategy for China in which 
production capacity will be increased and China will be developed into a global 
manufacturing and export hub, servicing growing demand for its new range of 
cars in the US, Europe and Asia Pacific.

Volvo Cars will produce the top-of-the-
range s90, based on its scalable Product 
Architecture (sPA), at its plant in Daqing, 
Heilongjiang province, in northern China, 
while production of the new s90 premium 
sedan will be moved from europe to China.

The Swedish company states that existing 
and future 60-series medium-sized SPA-
based cars will be built at its plant in Chengdu, 

Szechuan province, in Western China, while 
its planned 40 series smaller cars, based on 
its Compact Modular Architecture (CMA), will 
be made at a plant that is currently being 
built in Luqiao, 350 km south of Shanghai.

“With three plants – and the designation of 
one car line for each plant – Volvo creates 
an efficient production structure ensuring 
future capacity for growth,” says Håkan 

Samuelsson, president and chief executive 
of Volvo Car Group.

The Luqiao plant, which is owned by Zhejiang 
Geely Holdings but operated by Volvo Cars, 
will make Volvo’s new range of smaller 
40-series CMA-based cars, as well as CMA-
based cars for LYNK & CO, the new car 
brand launched in October by Geely Auto, 
highlighting the growing industrial synergies 
being developed by the automotive group. 

Volvo’s expanded production capacity in 
China forms an integral part of its broader 
global industrial footprint. 

Volvo currently operates two plants in Europe 
– in Sweden and Belgium. The Swedish plant 
in Gothenburg will continue to make other 
90 series and 60 series SPA cars while its 
plant in Ghent, Belgium, will in future be a 
CMA-only production facility making new 
40 series cars. 

Volvo is also building a new plant in South 
Carolina in the US that will make SPA-based 
vehicles for domestic US consumption and 
for export.

The details of Volvo’s new manufacturing 
strategy in China come the same day it 
unveiled a new China-built version of its 
S90 sedan and a top-of-the-line, specially 
upgraded luxury model called the S90 
Excellence, in advance of their first public 
appearance at the 2016 Guangzhou Motor 
Show.

The new S90 will be the most premium car 
ever made in China. Both new versions will 
be built at Volvo Cars’ production facility in 
Daqing and exported globally, demonstrating 
the high levels of quality control that underpin 
Volvo’s global manufacturing strategy. 

All Volvo Cars’ plants adhere to Volvo Cars’ 
global Volvo Car Manufacturing System 
(VCMS), utilizing and following the company’s 
global manufacturing and quality standards. 

Volvo Car South Africa is currently in the 
planning stages of a media excursion to a 
Volvo manufacturing facility in China which 
is scheduled for 2017.

Volvo has paved the way in developing 
China’s exports of locally made cars to global 
markets. It was the first Western car maker 
to export a premium China-made car to the 
US in 2015 with the S60 Inscription.

The Volvo car manufacturing plant in Chengdu, Szechuan province.

Pre-production of the new Volvo S90 in the Daqing manufacturing plant.
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GERMAN MACHINE TOOL 
INDUSTRY ON COURSE 
FOR FURTHER GROWTH
In the third quarter of 2016, the German 
machine tool industry’s order bookings rose 
by 8 percent compared to the preceding 
year’s equivalent period. Domestic orders 
were down by 14 percent, while demand 
from abroad increased by 22 percent. In the 
first nine months of 2016, order bookings 
were up by 11 percent compared to the 
preceding year. Domestic orders showed 
a slight rise of 2 percent. Demand from 
abroad is meanwhile up by 16 percent.

“In the year’s third quarter, our sector has been 
able to build on the encouraging business 
trends of 2016’s first half. The good order 
situation is here being crucially boosted by 
demand from abroad. This applies for the 
Eurozone and to an even greater extent 

for the non-eurozone,” explains Dr. Wilfried 
Schäfer, Executive Director of the sectoral 
organization VDW (German Machine Tool 
Builders’ Association) in Frankfurt am Main. In 
the Eurozone, the Southern European markets 
of Italy, Spain and France are helping to drive 
the order upturn forward. Outside Europe, 
orders from the USA have been particularly 
buoyant, thanks especially to the rising level of 
orders from the nation’s automotive industry.

Looked at more closely, the third quarter 
exhibits a plus of 7 percent for metal-cutting 
equipment, and a rise of 10 percent for 
forming machinery. While in both these 
technologies orders from abroad showed 
a pretty uniform double-figure rise, metal-
cutting machines recorded a minus of 23 

percent in domestic orders during the July-
to-September period. For the year’s first nine 
months, order bookings displayed a similar 
picture – a plus of 12 percent overall, while 
domestic business shrank by 7 percent. Export 
orders, by contrast, were up by 22 percent.

In terms of forming technology, orders from 
both Germany and abroad showed a balanced 
picture, with export orders (plus 11 percent) 
on almost level pegging with domestic orders 
(plus 10 percent). In the first nine months 
of 2016, the overall growth of 9 percent in 
forming technology was strongly supported 
by domestic orders, up by 24 percent. This 
massive rise is crucially attributable to large-
scale project business involving presses for 
the German automotive industry. In the same 
time period, export orders showed only a 
modest increase of 1 percent.

To quote Schäfer, “in contrast to the preceding 
months, developments in the third quarter 
of 2016 were not dominated by large orders. 
Rather, we’re seeing a balanced picture over 
the various product categories involved, 
which are proving very successful on the 
global market.”

Capacity utilization in the German machine 
tool industry had risen from 86.6 in mid-year 
to 90.2 percent in October 2016. “This is an 
indicator confirming that despite cyclical 
fluctuations the sector is firmly on course for 
further growth,” is the verdict of the VDW’s 
Executive Director.

Dr. Wilfried Schäfer, Executive Director of 
the VDW (German Machine Tool Builders’ 

Association), Frankfurt am Main.

AN ALTERNATIVE 
TO FORGED 
FLANGES FOR 
WIND TOWERS

A heavy duty DAVI angle roll has recently 
been installed in Brazil and is used to bend 
flanges instead of having them forged for 
wind towers. Training was carried out by 
DAVI Master Trainer for profile bending. 

“After many years as a leading supplier of plate 
roll systems for wind towers” commented 
Orazio Davi, President – “we are recognized 
as the best option for angle rolls due to quality 
and reliability of the machines along with 
our commitment to consulting and support 
before and after the investment”.

For more information, please contact Walker Machine Tools – Tel: (031) 700-1575.

Advertorial
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South Africa’s Leading CNC Plasma Table Manufacturer

Can be fitted to Freestanding-
and Fixed Cutting Tables
Sercos 6 Axis Edgepro
Controller
Bosch Rexroth Motors and
Drives
Sensor THC Technology
Support up to 53 Degrees
welding angles
Complimented by HPRXD
Hypertherm Plasma Cutters
TruBevel Nesting Module

FEATURES
CNC CLEAR CUT BEVEL HEAD

Leading Plasma Cutting Systems

FROM PLASMA CUTTERS TO CNC
PLASMA TABLES, MOTION CONTROLS
TO CAD/CAM SOFTWARE AND
CONSUMABLES, IF YOU NEED TO CUT
METAL, WE CAN HELP.

Tel: 012 541 0188 • (alt) 081 707 3207 • e-mail: enquiries@cncclearcut.co.za • www.cncclearcut.co.za

Training available on request



Machine Tool Market – November/December 201632

NEWS
International

NEW DAIMLER RD SATELLITE 
OFFICE FOR DIGITALIZATION
Digitalization, autonomous driving, security and connectivity – those trends heavily 
influence vehicle development in the future. To meet the vast and fast technological 
changes, Daimler has set up a global network of Research and Development facilities, 
which is kept continuously up-to-date. This network is vital in order to master the 
challenges of the future, to anticipate and recognize customers’ demands and to 
act flexible and quick. Fascinating products and state-of-the-art technologies and 
innovations can be delivered in shorter development time. 

The 24th International sheet Metal working 
Technology exhibition, euroBLeCH 2016, 
ended after five successful show days. 
A total of 60,636 visitors from some 100 
different countries went to Hanover to 
get an overview of the latest technical 
developments in sheet metal processing 
and invest in new production equipment. A 
total of 1,503 companies from 41 countries 
exhibited at this year’s show.

“The trend for digitized manufacturing boosts 
innovation and business activity in the sheet 
metal working industry and its leading industry 
exhibition,” says Nicola Hamann, Managing 
Director of the organisers, Mack Brooks 
Exhibitions. “The atmosphere at this year’s 
show was filled with an overall fascination 
about the recent technological advancements 
and the large number of positive international 
business contacts.”

“With an increase of 2% in visitor numbers 
compared to the previous show, this year’s 
EuroBLECH clearly surpassed the 60,000 
visitor mark. Not even the strike of two 
German airlines on the third exhibition day 
had an impact on the buoyant mood of the 

participants and the positive development 
of the visitor numbers. The results of this 
year’s EuroBLECH, a barometer of the 
industry sector, show a record floor space 
of some 88,000 square metres net and a 
sustainable increase in visitor numbers – this 
demonstrates a healthy economic outlook for 
the industry sector with its global business 
activity”, explains Hamann.  

A total of 39% of visitors and 54% of exhibitors 
came from outside Germany at this year’s 
show. This is a further increase by 2% 
each compared to the previous show and 

represents a record percentage in international 
attendance. EuroBLECH 2016 saw a major 
increase in Asian visitors (+30%), but also in 
visitors from EU countries outside Germany 
(+11%). Major visitor countries, next to 
Germany, included the Netherlands, Italy, 
Sweden, France, Spain, Switzerland, Austria, 
Poland, Great Britain, Turkey and India.   

A great majority of the visitors came from 
the industry (80%), followed by visitors 
from workshops, trade and services. Most 
important sectors the visitors belonged to 
were engineering, sheet metal & products, 
steel and aluminium construction as well as 
the automotive industry and its suppliers.

With 99%, the percentage of trade visitors 
was very high. Besides the high rate of 
international visitors, the exhibition could 
register a high percentage of visitors from 
top management with decision-making and 
buying capacity. The percentage of visitors 
involved in decision-making has increased 
by 3% to a total of 84%.

The next EuroBLECH will be held from  
23 – 27 October 2018 in Hanover, Germany. 

“About 16,000 employees are currently in our 
global network in Research and Development 
and are working to make our vehicles even 
more efficient, connected and safe. With 
our latest Technology Center in Tel Aviv, 
we strengthen our global network with 
competencies from the high-tech country 
Israel”, explains Prof. Dr. Thomas Weber, 
Member of the Board of Management of 
Daimler AG, responsible for Group Research 
and Mercedes Benz Cars Development. 

“At the Technology Center in Tel Aviv, a 
specially-skilled team will contribute and 

support our leadership in mobility services and 
digitalization. Besides the development and 
testing of pilot projects for new user interfaces, 
a network to local partners, universities and 
high-tech companies is aimed to be established 
and maintained”, says Sajjad Khan, Vice 
President Digital Vehicle & Mobility Daimler AG. 

The Technology Center is headed by Mrs. Adi 
Ofek, a native Israeli, who has been working 
for Daimler since year 2000 and provides 
vast country- and native language know-
how, as well as international management 
experience.

The Technology Center is headed by  
Mrs. Adi Ofek.

POSITIVE RESULTS FOR EUROBLECH 2016
Trend for digitization boosts economic outlook for the sheet metal working industry

The global Daimler Research and Development 
network consists of 24 locations in12 countries. 
The largest facilities are located in Sindelfingen 
and Stuttgart-Untertürkheim, Sunnyvale in 
California, Bangalore in India and Beijing 
in China. 

With the opening of the Technology Center 
in Tel Aviv, Daimler clearly underlines its 
commitment and strategy to internationalize 
and specialize its global research facilities. 
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HUGE SIGH OF RELIEF AS DTI 
ANNOUNCES POSTPONEMENT 
OF B-BBEE EMPOWERING 
SUPPLIER REQUIREMENT
The dti’s announcement recently to temporarily extend the automatic recognition 
period for the controversial Empowering Supplier status requirement is a welcome 
relief to many large organizations, which have been battling to meet the requirements 
due to a variety of challenging circumstances.

The dti issued a statement on 28 October 2016 under notice 708 of 2016, in which it stated 
that all valid Empowering Supplier certificates issued by 31 April 2016 would be automatically 
considered to be empowering, while certificates issued on or after 1 May 2016 would also 
be automatically recognized as empowering.

“While this extension is apparently temporary, the announcement comes as great relief for 
those companies who were not able to qualify,” says Jenni Lawrence, managing director of 
Grant Thornton Verification Services. “Failure to meet empowering supplier status effectively 
renders these businesses’ BEE scorecard as non-compliant.”

Lawrence adds that some of the largest employers in South Africa import components or 
products that are not yet locally available and this factor directly affects the organization’s 
empowering supplier status.

“Many companies have also had to retrench 
staff in the past year due to the current 

challenging economic situation,” continues 
Lawrence. “This announcement gives them 

a lifeline by providing the employers with 
some valuable extra time to get their 

localization plans in order, while still 
allowing them to be compliant and 
competitive.”

Companies which do not qualify 
as Empowering Suppliers will 
automatically be removed from 
large organizations’ and state-
owned enterprises’ preferential 
procurement calculations and 
they will – in the long term – find 
it much more difficult to conduct 
their business operations.

“This requirement really does 
have a true and real knock-on 

effect for companies,” says 
Lawrence. “Companies 
will need to ensure that 
they, too, engage in 

business practices with companies that 
meet their own Empowering Supplier criteria 
in order to protect their own B-BBEE score.”

According to the Amended Codes of Good 
Practice, the definition of an Empowering 
Supplier is, a B-BBEE compliant entity, which is 
a good citizen South African Entity, complying 
with all regulatory requirements of the country 
and meets criteria outlined in the Amended 
Codes.

An organization should meet at least 
three of the following criteria if it is a 
large enterprise (turnover exceeding R50 
million) or one of the following criteria 
if the company is a QSE (R10 million – 
R50 million):

•	 At	least	25%	of	cost	of	sales	excluding	
labour cost and depreciation must 
be procured from local producers or 
local suppliers in SA. It is important to 
remember here, though, that service 
industry labour costs are also included 
but capped to 15% 

•	 Job	Creation	–	50%	of	jobs	created	are	
required to be for black people provided 
that the number of black employees 
since the immediate prior verified 
B-BBEE measurement is maintained

•	 At	 least	 25%	 transformation	of	 raw	
material/beneficiation which includes 
local manufacturing, production and/
or assembly, and/or packaging 

•	 Skills	 transfer	 –	 at	 least	 12	days	per	
annum of productivity is required to 
be spent by the deployment to assist 
black EMEs and QSEs beneficiaries in 
increasing their operation or financial 
capacity and

•	 At	 least	 85%	of	 a	 company’s	 labour	
costs should be paid to South African 
employees by relevant service industry 
entities.

Exempt Micro Enterprises (EMEs) and 
start-ups are automatically recognized as 
empowering suppliers.

The next steps regarding this requirement 
have not been defined by the dti as yet, but 
Lawrence seems to think that there is a slight 
indication that the empowering supplier 
requirement will be re-introduced with some 
amended criteria.

“While the revised requirement has not been 
published as yet, we expect the changes will 
include additional criteria that will make it 
possible for those who have been unable to 
qualify to date, to apply this requirement in 
different ways which are much more applicable 
to their industry,” Lawrence concludes.

Jenni Lawrence, 
managing director 
of Grant Thornton 

Verification Services.
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SEIFSA WELCOMES FINANCE 
MINISTER’S FISCAL PRUDENCE, 
BUT FEELS IT IS NOT SUFFICIENT
Steel and Engineering Industries Federation of Southern Africa (SEIFSA) 
welcomes the fiscal consolidation intended by Finance Minister Pravin 
Gordhan’s Medium-Term Budget Policy Statement, but believes that more 
tougher measures will be necessary to turn our economy around.

seIFsA’s Chief economist Henk 
Langenhoven said while fiscal con-
solidation should continue, nevertheless 
all other necessary steps will have to be 
taken to engineer the changes that south 
Africa needs for longer-term growth and 
prosperity.” He said that Gordhan’s budget 
speech was so important that without 
the financial data contained in it, it could 
have been the state-of-the nation address 
delivered by the President in February.

Langenhoven said that the words chosen 
by Gordhan for his speech were indicative 
of a turning point that needed immediate 
change.

Langenhoven commended Gordhan for 
an accurate description of the low point in 

domestic economic growth and the tough 
and very competitive international markets 
and for his prognosis of our dilemma. He 
said that it was unfortunate that despite all 
these changes, South Africa’s structural 
reforms and policy responses have been 
sluggish, with economic growth remaining 
below expectations.

Langenhoven said that he believed that 
the Minister had probably done enough to 
dissuade international ratings agencies from 
downgrading the country’s credit rating. He 
cautioned that if fiscal policy is too restrictive, 
it may constrain domestic expenditure and 
consequently, growth in the economy.

“The one overwhelming concern is that total 
demand in the economy, whether from 

domestic customers or international markets, 
has not improved and according to his own 
analysis, will be gaining momentum very 
slowly. A real concern is that the right balance 
might not have been struck – only time will 
tell though,” said Langenhoven.

Langenhoven said that the Minister had tried 
very hard to show that investment spending 
by general government and State-owned 
enterprises will continue as planned, with 
some acceleration here and there.

“This emphasis is again aimed at not detracting 
from spending in the economy. The proof will 
lie in action plans since so many companies 
are reporting substantial cutbacks in spending 
by these entities,” he said.

SEIFSA’s Chief Economist Henk 
Langenhoven.

MICHAEL PIMSTEIN ELECTED SEIFSA PRESIDENT 
A Joint Chief Executive Officer of Capital 
Appreciation Limited and former CEO of 
Macsteel Service Centres SA, Mr Pimstein 
assumes the presidency of the Federation 
and the Chairmanship of its Board in a crucial 
year that will see wage negotiations taking 
place in the metals and engineering sector.

Pimstein, who has previously served as 
SEIFSA President in 2006/7, replaces 
Transman Founder and CEO Angela Dick, 
who made history last year when she was 
elected SEIFSA’s first woman President.

At the AGM, ArcelorMittal South Africa 
Chief Marketing Officer Alph Ngapo and 
Aveng Group Employee Relations Manager 
Oupa Jacob Komane were elected SEIFSA 
Vice-Presidents. Also elected onto the new 
Board were Atlantis Foundries CEO Pieter 
du Plessis, Murray and Roberts (Power 
and Energy) Human Resources Executive 
Anthony Albert Boy and Arabela Holdings 
(Pty) Ltd Executive Chairman Elias Monage.

ABB South Africa CEO and former SEIFSA 
Vice-President Leon Viljoen continues into 
his second year as a member of the Board.

Pimstein has more than 30 years’ experience 
as a senior executive in the steel, engineering 
and manufacturing sectors. He has also 
served as a member of various government, 
labour and business committees addressing 
industrial policy, growth and development 
plans, infrastructure requirements and 
investment, as well as in labour mediation 
and wage negotiations.

In his first address as president of the 
Federation on Friday, Pimstein acknowledged 
the challenges currently confronting the 
South African economy in general and the 
metals and engineering sector in particular 
and stressed the need for all SEIFSA member 
Associations and other stakeholders to work 
together.

“These difficult conditions are likely to prevail 
for some time since there are no signs that 
the world market is rapidly moving out  
of its weakness. We need to prepare  
ourselves in South Africa to do the best we 
can in a metals and engineering market  
that is not likely to exceed 4.5 million tons,” 
he said.

Michael Pimsten was elected President 
of the Steel and Engineering Industries 
Federation of Southern Africa (SEIFSA).

Industry veteran Michael Pimsten was 
elected President of the steel and 
engineering Industries Federation 
of southern Africa (seIFsA) at the 
organization’s Annual General Meeting 
(AGM) recently.
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SEIFSA WELCOMES POSITIVE, 
SHORT-TERM IMPROVEMENT 
IN PRODUCTION

The steel and engineering Industries 
Federation of southern Africa (seIFsA) 
welcomes the latest manufacturing 
production data released by statistics 
south Africa (statssA), showing an 
improvement in the metals and engineering 
sector’s production for september.

While welcoming the September data, SEIFSA 
Senior Economist Tafadzwa Chibanguza 
cautioned that this short positivity is not a 
reflection of long-term gains for the sector, 
as indicated by year-on-year contraction.

“The production figures continue to paint a 
dire picture for the production performance of 
the metals and engineering sector, although 
September punctuated the long-running 
negative trend with some levels of reprieve,” 
said Mr Chibanguza.

He said that when the September 2016 figures 
are compared to those for August 2016, the 
sector’s production increased by 4.32%. All the 
sub-sectors recorded marginal improvements, 
except for the general machinery (-0.11%) 
and motor vehicle trailer and semi-trailer 
(-0.08%) sub-sectors, which both recorded 
marginal decreases.

Mr Chibanguza said month-on-month 
statistics are generally characterized by 
volatility, cautioning against excitement 
unless successive monthly increases can be 

sustained. He stressed that it was important 
for the September data to be read alongside 
with yearly data.

He pointed out that when the year to 
September 2016 is compared to the same 
period in 2015, the sector contracted by 
2.11%. More importantly, when the 12 months 
to September 2016 is compared to the 12 
months ending September 2015, the sector 
had contracted by 4.18%.

Mr Chibanguza said that it was against this 
latter reading that SEIFSA forecast a 3% 
contraction in 2016.

“Unfortunately, the year-to-date and 12-month 
comparison paints a more realistic picture 
about the sector’s performance. September 
2016 figures maintain SEIFSA’s mid-year 
diagnosis that things are much worse than 
we had anticipated at the beginning of 2016,” 
said Mr Chibanguza.

He explained that contributing the greatest 
contraction to the 12 months ending in 
September 2016, compared to a similar 
period ending in September 2015, is non-
ferrous metal production (-1.22%), followed 
by general purpose machinery (-1.14%), with 
the other sub-sectors recording decreases 
of less than 1%. On the same comparison, 
production improvements were recorded 
in vehicle parts and accessories (+0.55%), 
electrical machinery (0.36%) and motor 
vehicle trailers and semi-trailers (0.06%).

The September 2016 numbers complete 
the third-quarter data, which show that the 
metals and engineering sector contracted by 
1% between the second and third quarters 
of this year.

“When these data are read in conjunction 
with the Purchasing Managers Index figures 
released at the beginning of this month, it 
is evident that the fourth quarter of the year 
has not started on a positive note. This is a 
concerning picture, indeed,” Mr Chibanguza 
concluded.

SEIFSA Senior Economist  
Tafadzwa Chibanguza.
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MANUFACTURING AND 
DIVERSIFICATION OF ECONOMY 
IS KEY DRIVER TO ATTAINING 
ECONOMIC GROWTH

“We all know that the performance of our 
economy has been flat, but we were saved 
by the second-quarter Gross Domestic 
Product manufacturing statistics. That was 
mainly through the implementation of a 
transparent localization policy that we have 
developed and this result also demonstrates 
that manufacturing and diversification of 
our economy is highly critical if we are to 
achieve our economic strategic objectives,” 
said Davies.

Davies stressed that largest parts of 
international trade were focussed in the 
intermediate products. It is in this aspect 
where achievements have been realized 
mainly because of the unorthodox deployment 
of financial tools.

“By the early 2000’s, domestic boatbuilding 
capabilities had hollowed out – with the 
exception of the luxury yachting sector. 
Government introduced a stronger industrial 
financing instrument and boats were 

designated for local procurement. The 
sector is now witnessing the crowding-in 
of private sector funding and capabilities to 
meet demand both locally and internationally. 
The success of Nautic Africa, now part 
of the Paramount group and Damen are 
testament to what can be achieved. A lot 
of effort has also gone into the clothing 
and textile clusters in the last decade in 
the Cape. The national government has 
deployed significant incentives to support, 
amongst others, companies in this sector 
in the province. We have injected R2 billion 
incentives over the last 5 years to support the 
industry and successfully raising productivity 
and competitiveness,” said Davies.

Davies also announced that the Department 
of Trade and Industry (the dti) was working 
on creating a dedicated agro-processing 
incentive to attract investment.

“This sector is critical because of its labour 
intensity across the value chain and its high 
economic multipliers especially with respect 
to exports. The incentive will contain strong 
conditionality’s – including with respect to 
labour practices and empowerment. In this 
latter case it is imperative that the Western 
Cape embraces the effort to ensure that 
economic activity and economic growth is 
inclusive,” he said.

The MEC responsible for Economic Develop-
ment and Tourism in the Western Cape, 
Mr Alan Winde said that the conference 
focussed specifically on agro-processing 
and oil and gas as they had demonstrated 
themselves to be key drivers that promote 
manufacturing.

“We have given ourselves a target of enabling 
60 000 jobs in oil and gas at Saldanha Bay 
Industrial Development Zone. We are also 
doing work on skills, energy and for the 
removing of administrative red tape that 
hampers the flow of business,” said Winde.

Winde added that the Western Cape had set 
itself a target of producing 32 500 apprentices 
in the next three-years to work in the energy 
space and pleaded with delegates to make 
use of the unit established in his office to 
remove red tape.

The Manufacturing Indaba is an annual 
event which brings together the country’s 
industrial movers and shakers with an intent 
of focussing-on and boosting the growth 
potential of key industry sectors, namely 

–automotive, construction, metals, forestry, 
paper and packaging, chemicals, aerospace 
& defence, industry and products and services 
and also provides a platform for informative 
and interactive sessions with the prime movers 
of the nation’s manufacturing sectors.

Minister of Trade and Industry, Rob Davies delivering keynote address  
at Manufacturing Indaba Western Cape.

The Minister of Trade and Industry, Dr Rob Davies says that the manufacturing 
sector and diversification of the economy is a key driver to attaining south Africa’s 
economic growth objectives. Davies was speaking at the two-day Manufacturing 
Indaba western Cape at the Cape Town International Convention Centre.
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HIGH SPEED 
MILLING 
ALUMINIUM 
PARTS FOR 
AEROSPACE
The milling of aluminium parts for the 
aerospace industry is a machining 
process that requires the removal 
of large volumes of material by 
rough milling. As a result, semi and 
finishing operations of these parts 
are characterized by the creation of 
narrow walls and thin bases that lead 
to limited workpiece rigidity.

(MTB) developed the now common 5-axis 
machines that have much higher spindle 
speeds – up to 30,000 / 33,000 rpm, combined 
with increased power. The first generation 
of these powerful machines was typically 
rated at 60 kW, later machine power was 
increased to 70kW, now 80 kW – 120 kW 
figures are common. Today’s advanced 
5-axis machine also often features coolant 
through spindle capability, resulting in much 
improved coolant and chip evacuation, a 
vitally important attribute when milling deep 
pockets. 

When roughing with spindle speeds of 
30,000 rpm at 60 kW power in reliable 
production conditions, an MRR of 4,000 cc/
min aluminium is achieved, similarly an 
MMR of 5,000 cc/min is achieved with 80 
kW of power. Machines featuring an updated 
reinforced spindle with 120 kW are able to 
remove 8,000 cc/min aluminium.

The emergence and continuing development 
of modern 5-axis machines with enhanced 
capabilities have challenged tool manu-
facturers to develop a range of advanced 
tools with the ability to function effectively 
in much higher, extreme cutting conditions.

Rough milling tools have an indexable 
insert diameter of 50mm (2.0"), whereby the 
number of inserts is dictated according to the 
machine’s spindle power – Z=2 for 60 kW, 
Z=3 for 80 kW and Z=4 for the reinforced 
spindle 120 kW.

After rough milling operations are complete, 
the use of a machine capable of 30,000 rpm 
with fast CNC axis controls of up to 60,000 mm/
min enables solid carbide endmills to be 
employed to significantly reduce milling 
times for both semi and finishing operations.

Solid carbide endmills with a 25mm (1.0 ) 
diameter are commonly used to complete 
roughing operations within contours where 
a tool diameter of 50mm (2.0 ) is too large. 

The result of the above milling figures under 
extreme conditions considerably increases 
the productivity and performance of high-
speed, modern machines when compared 
to the previously used machines. Today, a 
standard modern machine with a powerful 
high-spindle speed and fast controls is much 

more productive than any top of the range, 
previous generation machine.

For extreme conditions, the modern 5-axis 
machine operates and contributes to higher 
MRR results. Although, to realize the full 
productive potential of these machines, 
suitable advanced cutting tools need to be 
used. To ensure the development and launch 
of a range of highly efficient cutting tools that 
are ideally suited to use on modern 5-axis 
machines, ISCAR has taken a two-pronged 
approach. Not only has the company’s 
prolific R&D department undertaken in-depth 
laboratory work and thorough in-house 
machining trials to help further refine a series 
of advanced cutting tool prototypes, ISCAR 
has also worked in close cooperation with 
several multinational aerospace companies 
to help ensure new products’ advanced 
capabilities in the harshest of real-world 
aluminium milling situations.

ISCAR’s R&D department’s challenging 
brief was to design a class-leading range of 
cutting tools that were able to resist intense 
cutting and centrifugal forces, to guarantee 
the delivery of an ultra-reliable process and to 
ensure perfect chip evacuation while moving 
large volumes of chips when milling deep 
pockets. Also, in order to prevent Build-Up 
Edge (BUE) and to enable milling in these 
extreme conditions, inserts with ground sharp 
super positive edge geometry, combined 
with polished rake, must be designed. 

As the first cutting tool manufacturer to 
develop carbide inserts with helical and 
super positive polished cutting edges for 
milling aluminium, ISCAR has continued to 
be a leading innovator in this area. 

An innovative range of ISCAR cutting tools 
are now available that are perfect for use 
on powerful fast milling modern machines 
with high spindle speeds. ISCAR’s cutting 
tools deliver unmatched results when milling 
aluminium parts for the global aerospace 
industry.

ISCAR HSM90S style tools with indexable 
inserts were developed specifically for the 
efficient rough milling of aluminium, at for 
instance 33,000 rpm and 120 kW, enabling 

In spite of aluminium being a soft material 
with relatively good machinability, due to 
the large size of many aerospace parts and 
their multiple pockets, milling operations 
normally involve the removal of over 90% 
of the original workpieces’ material, a long 
process that involves extended semi and 
finish milling times. 

Throughout the world many parts are still 
produced on gantry machines that feature 
large horizontal tables and vertical spindles – 
this machine tool arrangement often causes 
chip evacuation difficulties. Also, as these 
machines have limited spindle power and 
speed capabilities, limited control results in low 
feeds, which leads to long production times.

The aluminium removal rate ability for the 
common gantry machine reaches up to 
2,000 cc/min., while semi-and finishing 
operations are also very time consuming 
due to control and spindle speeds limits.

In order to reduce Cost Per Unit (CPU), 
manufacturers need to increase Metal 
Removal Rates (MRRs) for roughing and 
to achieve faster table feeds for semi- and 
finishing operations. To help manufacturers 
realize these aims, Machine Tool Builders Cont. on page 42 
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ISCAR DOVE-IQ-MILL  
ENDMILLS AND FACE MILLS 
NOW IN SMALLER SIZES

excellent performance, perfect chip 
evacuation, lower cutting forces and 
the generation of less vibrations. These 
advanced cutting tools provide massive 
time savings when used on modern, 
powerful machines with high spindle 
speeds and fast feeds by reaching the 
highest levels of performance for efficient 
aluminium milling. The use of ISCAR 
HSM90S style tools leads to increased 
productivity and reduce production costs.

For semi- and finishing milling, ISCAR has 
developed high-performance solid-carbide 
endmills that are suitable for extreme 
speed and fast feed conditions. These 
highly efficient tools deliver the required 
levels of accuracy and surface finish 
characteristics, and result in the highly-
efficient milling of aerospace industry 
aluminium parts. Reduced machining 
times and lower costs are achieved by 
the use of ISCAR’s high-performance, 
solid-carbide endmills.

Having successfully launched 
several advanced products related to 
efficient aluminium milling, aerospace 
manufacturers through out the world 
are now reaping the multiple benefits 
of ISCAR’s intensive research and the 
company’s cooperation with leading 
aerospace manufacturers.

The design of inserts IQ845 SYHU 0503 
is based on its highly efficient predecessor, 
the DOVe-IQ-MILL inserts IQ845 SYHU 
0704 and features all of the earlier inserts’ 
advantages.

Insert features

These include maximum depth of cut 2.6mm, 
precise double-sided square insert, 8 cutting 
edges of which each edge comprises a 
reinforced main edge and a wiper flat ensuring 
a high-quality machined surface and unique 
topology of the top and bottom surfaces 
of the insert. As a result, when mounted 
in the tool, the rake is in a positive cutting 
inclination. Special flank configuration for 
very rigid and reliable clamping of the insert 
into the tool’s dovetail pocket and three 
IQ845 SYHU 0503 insert rake configurations 
are available (distinguished by their suffix), 
including AND-MM for general use, intended 
mostly for milling steel, AND-ML, designed 
basically for milling soft non-alloy and low 
alloy steel plus ADTN for milling cast iron.

To ensure that the new DOVE-IQ-MILL inserts 
deliver high performance and increased 

productivity, they are produced from ISCAR’s 
latest SUMO TEC carbide grades. The new 
family includes endmills in a diameter range 
of 16 to 40mm and face mills in a diameter 
range of 40 to 63mm.

Tool features

Smaller minimal tool diameter can be offered, 
such as 16mm endmills and 40mm face mills, 
while the advanced design, characterized by 
a positive cutting edge inclination contributes 
significantly to free-cutting action, low power 
consumption and less heat generation. Other 
features include extremely rigid insert clamping 
due to a secure dovetail pocket, coarse and 
fine pitch configurations of the tools and high 
tooth density. Coolant holes are directed 
to each individual cutting edge and HARD 
TOUCH tool coating provides smooth chip 
flow and protection from corrosion and wear.

Advantages include a smooth stable cut and 
excellent surface finish, which sometimes 
eliminates the need for finish-grinding; add 
to this low power consumption and high 
process reliability. A wide range of operations, 
both roughing and finishing are provided for.

For more information, please 
contact Iscar South Africa 

– Tel: (011) 997-2700.
For more information, please contact Iscar South Africa – Tel: (011) 997-2700.

    Cont. from page 40

Following the success of ISCAR’s popular DOVE-IQ-MILL 845 line of indexable 
face mills with square double-sided inserts with 8 cutting edges – IQ845...07, 
ISCAR has expanded the popular line by adding endmills and face mills that 
carry the same type inserts, but in a smaller size – IQ845 SYHU 0503.
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Via a small display, data glasses present the eye with information or images which are 
received using a radio link from the frame of the glasses. The big advantage – with 
the data glasses, the wearer’s hands are free – in contrast, a smartphone has to be 
held in the hand. This may be interesting for mechanics. They can look at assembly 
instructions and construction plans via the data glasses while keeping their hands 
on the tools. 

Data glasses are becoming increasingly attractive for athletes, as well. Mountain bikers, for 
example, can follow the projected navigation arrows as they travel cross country. The cyclists 
can keep their hands on their handlebars, while the smartphone with the GPS remains 
in the pocket. Despite such benefits, data glasses have not really made a breakthrough 
yet. The problem - the displays use up a lot of battery power because the video images 
process lots of data. In most cases, the battery is out of juice after an hour. What’s more, 
the microprocessors get hot very quickly. The frame of the glasses warms up, which is 
unpleasant on the sensitive area around the temple.  

Engineers from the Fraunhofer Institute for Organic Electronics, Electron Beam and 
Plasma Technology FEP in Dresden have developed a particularly energy-saving display 
that is also very bright. The scientists have many years of experience in the design and 
manufacture of displays with organic light emitting diodes (OLED). These are based on 
electrically conducting organic semiconductors that emit very bright light while energized. 
The OLEDs are applied to a silicon semiconductor which controls the individual pixels. The 
FEP has integrated a camera function into the chip. As a result, the OLED microdisplays 
not only emit light, but also perceive the surroundings. There is also a small light-sensitive 
photodiode located in each pixel. The camera function, for example, is important in order 
to determine the direction in which the wearer looks. However, these displays have the 
same problem as all other displays of data glasses – high energy consumption. 

Reduced data stream

In order to avoid the flickering of a moving video image, many successive images have 
to be played in one second, like with a flipbook – in the case of the video display, this 
amounts to 60 images. The control electronics and the chip therefore have to process 
large amounts of data in a split second. That eats up a lot of electricity. Moreover, the 

Fraunhofer researchers have developed an energy-saving display that reduces  
the power consumption to a fraction. © Fraunhofer FEP

THE ENERGY-SAVING 
DATA GLASSES

chip and the control electronics heat up. 
Project manager Philipp Wartenberg and 
his colleagues at the FEP have found a 
way to reduce the large data stream. “We 
now control the chip so that the entire 
video image is not constantly renewed, 
rather only that part of the display in which 
something changes.” For example, if an 
actor runs through a room in a movie, only 
his position changes, not the background. 
In applications such as a navigation system 
for cyclists, in which only arrows or metre 
information is displayed, it is unnecessary 
in any case to constantly renew the whole 
picture, says Wartenberg. “To put it simply, 
we have now adapted the circuit so that it 
only lets through that portion of the data 
stream which changes.”

Semiconductors and control 
electronics redesigned

Meanwhile, there is a prototype that the 
experts are now presenting at the electronica 
trade fair in Munich. The energy savings are 
considerable – while ordinary data glasses 
require an output of 200 milliwatts, the FEP 
display suffices with two to three milliwatts – 
a mere one hundredth of the original amount. 
Nevertheless, it is still bright, thanks to the 
OLED technology. In order to reduce the 
video data stream, Wartenberg and his 
colleagues first had to redesign the chip and 
the control electronics in large parts. The 
pixels of today’s displays, which are designed 
for rapid, repeated imaging, normally stop 
lighting up after a short time. In a model that 
does not constantly update the entire screen, 
that cannot be, because the still areas of the 
display quickly appear black otherwise. The 
development by the FEP controls the pixels 
so that they continue to light.

Wartenberg can imagine the display being 
interesting not only for industry, but also 
for private clients and athletes in the future. 
Joggers could use it to constantly check 
their heart rate and would no longer have to 
look at the jiggling smartphone display. The 
scientists are ready for projects in order to 
bring the display to the market soon.
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GOOD DRILLS 
ALSO COME 
IN SMALL 
PACKAGES
TaeguTec has extended the 
application range of the successful 
DrillRush line by introducing 6.0-6.9 
millimeter diameter range drill heads 
for 1.5xD, 3xD and 5xD drilling depth 
holders. 

This innovative exchangeable drill’s 
performance exceeds small carbide drills 
available in the market today for small 
diameter machining. 

The new DrillRush small diameter tool’s rigid 
clamping system for stable drilling offers 
excellent performance and high productivity 
in small diameters and is also available for 
ISO M8 standard pre-thread hole machining.

TaeguTec’s new small DrillRush line’s 
interchangeable head eliminates the need 
to remove the entire drill from the spindle 
in order to replace the head – a process 
that shortens the work load into a single 
operation which in turn shortens cycle times 
and substantially increases productivity.

Like all DrillRush products, the body’s polished 
flutes offer smooth chip evacuation without 
damaging the surface finish.

For more information, please contact TaeguTec – Tel: (011) 362-1500.

DRILLRUSH DOUBLES MARGIN 
ON 8-19.5MM DIAMETER RANGES
TaeguTec has extended the new DrillRush line by introducing a double margin 
indexable drill that has a diameter range of 8 millimeters to 19.5mm.

The new addition to the highly popular 
line opens the door to high surface 
roughness and high precision drilling 
applications and expands TaeguTec‘s 
reach into the drilling market while also 
extending the application range of the 
successful DrillRush line by improving 
upon the steel drilling (IsO P material) 
process.

Known for its optimized edge geometry and 
innovative clamping structure, the addition 
to the DrillRush family continues the line’s 
remarkable performance compared to existing 
solid carbide or other conventional drills.

With two guiding areas – four in total – on 
two cutting edges, the new double margin 
indexable DrillRush ensures high hole quality 
in relation to the cylindricity and straightness 
of the tool during the machining process.

This new TaeguTec DrillRush double margin 
indexable drill head enables reliable high 
quality hole machining which includes close 
hole tolerance, premium surface roughness 
and production stability.

Furthermore, the double margin type 
heads are available in the latest GoldRush 
TT9080 grade for prolonged tool life and 
are interchangeable with standard DrillRush 
bodies. 

For more information, please contact TaeguTec – Tel: (011) 362-1500.

Like all DrillRush products, the double margin 
indexable drill head has a quick change 
system that permits for head indexing on 
the fly. It can incorporate different size 
heads on one drill body, while its twisted 

coolant channels and polished chip gullet 
offer smooth and excellent chip evacuation. 
Its rigid connection presents remarkable 
performance with a maximum number of 
head indexing.



TaeguTec South Africa (Pty) Ltd.
P.O. Box 3121, Springs, 1560 43 South Main Reef Road, New Era Springs Gauteng, South Africa

 +2711-362-1500    info@taegutec.co.za    www.taegutec.com       

 Quick change system - Head indexing on the machine
 Flexibility - One drill body for a series of different sized heads
 Twisted coolant channel & polished chip gullet
   - Smooth & excellent chip evacuation
 Rigid Clamping system – Remarkable performance and 
   enhanced number of head indexing
 New multi-layered coating grade (TT9080) - Prolonged tool life

Industry applications

AGENTS:    Durban - Rodney - 082 923 3487  Secunda - Jimmy - 082 654 6164 Port Elizabeth - Johan - 084 587 6186   Bloemfontein - Kevin 083 407 1668  Cape Town - SBB Machine Tools - 021 939 9170
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Products
LVD ADDS TWO NEW MODELS TO 
PHOENIX SERIES OF FIBER LASERS

LVD LAUNCHES 
NEXT GENERATION 
ADAPTIVE BENDING 
SYSTEM

LVD expands its fiber laser portfolio 
with the Phoenix FL 4020 and Phoenix 
FL 6020, two new laser cutting machines 
designed to handle sheet dimensions 
of 4000 x 2000mm and 6000 x 2000mm, 
respectively. Available in 3, 4 and 6 kw 
versions, the new Phoenix models offer 
high versatility as all-round machines 
able to deliver first-class cut quality in 
both thin and thick materials in standard 
steels as well as non-ferrous materials, 
while processing large sheets quickly and 
economically. Phoenix series machines 
provide the highest energy efficiency 
and productivity benefits of fiber laser 
technology. 

Phoenix FL machines achieve superior cut 
quality through an advanced cutting head 
design that allows automated adjustment 
of focus position and focus diameter, 
known as zoom focus. To achieve the 
highest possible speed in every material 
thickness, focus position and diameter are 
automatically controlled and adjusted by the 
CNC controller. This advanced technology 
makes the Phoenix FL the most flexible fiber 
laser cutting machine, able to cut different 
sheet thicknesses with high productivity 
and excellent cut quality. 

Phoenix 4020 and 6020 models feature 
uprated drive systems to achieve the same 
dynamic performance as 3015 models allow-
ing fast processing of large format sheets.

Phoenix lasers provide high dynamic 
processing and fast cutting speeds thanks 
to the 1µm fiber wave length. Acceleration 
and overall accuracy is further supported 
by the machine’s rigid welded steel frame 
construction. An integrated control and drive 
system ensure the highest reproduction of 
programmed contours at fast processing 
speeds.

Phoenix machines keep uptime high with an 
integrated automatic shuttle table system 
that allows one table to be loaded, while 
the machine is cutting on the other table. 

A touchscreen control and LVD’s TOUCH-L 
user interface make the Phoenix easy 
to use and operate, further increasing 
machine uptime. The 19-inch touch screen 
and icon-driven user interface guide the 
user through all necessary man-machine 
interactions. TOUCH-L also incorporates a 
part programming and nesting feature so 
users can import drawings directly into the 
control, applying cutting technology and 
nesting sheets at the machine.

Productivity-enhancing options include 
a 10-station automatic nozzle changer 
and CADMAN-L programming software. 
CADMAN-L allows automatic or interactive 
determination of cutting sequences, nesting, 
full cutting path simulation, as well as other 
powerful features to simplify programming.

For more information, please contact Walch Engineering – Tel: (011) 826-1411. 

For more information, please contact Walch Engineering – Tel: (011) 826-1411. 

LVD introduces synchro-Form, the next leap 
in adaptive bending technology. synchro-
Form automatically maintains angular 
consistency and the required geometric 
profile when handling, positioning and 
bending large parts with multiple bends. 
The system overcomes the problems of 
accumulative error and trial-and-error 
bending when forming large profiles. As 
a result, synchro-Form ensures precise, 
efficient bending, eliminating manual 
operations and increasing throughput. 
The system made its debut at the recent 
euroBLeCH tradeshow.

Synchro-Form evolves LVD’s renowned 
adaptive bending technology, making it easy 
to produce accurate bends in large work pieces. 
The system is a unique design. It uses a laser 
scanner and synchro modules (X, R, A-axes 
magnets) to manipulate, position and measure 
each bend, relaying the digital information to the 
TOUCH-B control, which makes adjustments 
to part and ram position to achieve the correct 
profile. Variations are not accumulated but, 
instead, compensated with each bend step. 

Even after multiple, con se cutive bends, the 
profile will be perfectly formed.

LVD is a leader in adaptive bending technology. 
The Synchro-Form system joins LVD’s Easy-
Form® Laser, a patented in-process angle 
monitoring system introduced in 2002 and 
currently featured on all Easy-Form® press 
brakes. LVD’s unique Easy-Form system 
uses a laser and symmetrical measurement 
at the front and back of the die to determine 

the exact value of the angle of the workpiece.  

LVD’s Synchro-Form is an integrated feature 
of Synchro-Form Series in models ranging 
from 320 tons by 4 meters up to 3000 tons 
by 14 meters and also available in tandem, 
tridem and quadem configurations. These 
configure-to-order machines are typically used 
in the crane boom, yellow goods, lighting 
pole, construction, transport, agricultural, 
offshore, oil/ gas and wind-power industries.
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Tel: +27 12 541 0552 
e-mail: enquiries@cncclearcut.co.za 
www.cncclearcut.co.za

CNC PLASMA CUTTING TABLES

INVEST IN YOUR OWN

• Elevate your production with cutting speeds up to 8300mm/min;
• Plate deformation due to de-coiling does not influence the Pneumatic Torch lifter;
• Extraction system with filter creates a clean and healthy environment;
• SigmaNest Ducting and Nesting software convert imagination into product.

THE ALL NEW HVAC MACHINE

South Africa’s Leading CNC Plasma Table Manufacturer

IS DUCTING 
YOUR BUSINESS?
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Suppliers of: Vertical & Horizontal CNC Lathes • Vertical Machining Centres • Automated Production Lines 
• Swiss Type CNC Auto Lathes • Grinding Equipment • Special Purpose Machines • CAD/CAM Software 

• Horizontal Machining Centres  • CNC Accessories • Rotary Tables • Barfeeders • Metal Forming Machines 
• Tube and Pipe Bending Machines

PBS Machine Tools (Pty) Ltd
PO Box 18422, Sunward Park, Boksburg 1470

Unit 2, 31 Seller Road, Boksburg East, 1459, South Africa
Tel: +27 11 914 3360  I  Fax: +27 11 914 3366

www.pbsmt.co.za

HIGH PERFORMANCE. HIGH TECHNOLOGY. LOW COST.
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