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Siempelkamp, traditionally a leader in innovation, is celebrating its 125th anniversary this year. This edition of the
Bulletin is dedicated to this jubilee. 

Take a look at our eventful 125 year history. This history originated from an idea of the founder of our company,
Gerhard Siempelkamp. He developed a tool for boring and a drilling machine that would manufacture novel 
hotplatens for the Krefeld textile industry. 

Numerous other inventions followed. Technical innovations are still shaping our reputation as the world market
leader in our market sectors. Our competitive edge through advanced technology is based on constant efforts to
offer our customers not only excellent products, but complete solutions and outstanding services. 

Siempelkamp’s innovative thinking and operation is reflected in the wide spectrum of articles in this Bulletin. You
will read about the milestones in our customers’ factories worldwide. One article in this Bulletin reports about the
ongoing success of our concept for thin boards, which we have implemented in two plants already and sold
numerous times. An article about the 5,000th MOSAIK® container manufactured by our Nuclear Technology 
business unit is a further highlight. Reports on newly acquired companies under the Siempelkamp roof, which
have made our Group’s performance stronger, are also included in the range of topics. Last but not least, this 
Bulletin will inform the reader about the expansion projects at our Krefeld location, which will provide us with
the foundation for continuing business in our markets. 

We wish you pleasant reading. 

Dr Ing. Hans W. Fechner

Dr Ing. Hans W. Fechner
Chairman of the Executive Board 
at G. Siempelkamp GmbH & Co. KG

Dear Readers:
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In 2008, Siempelkamp celebrates its 125th anniversary – a proud event for the family-owned

business. Numerous innovations and a good feel for stable industrial sectors have led to many

international benchmarks in our markets.

125 years of Siempelkamp:
Innovation is our tradition

Gerhard Siempelkamp Eugen Siempelkamp Ewald Siempelkamp Dr rer. nat. h. c. Dieter Siempelkamp

Hotplaten channel drilling machine in action Veneer press

1883

By Ralf Griesche
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The very first Siempelkamp invention was
a sensation: starting in 1883, Gerhard

Siempelkamp, the company’s founder,
developed hotplatens which were heated
directly by an integral system of pipes and
created the pearly sheen for which the local
fabric was famous. Another innovation for
the textile industry was a scrubbing
machine, developed in 1893, which led 
to the first patent under the name of 
Siempelkamp.

The wood industry developed into the 
core business for Siempelkamp. Plywood
became more popular because, compared

to grown wood, it made industrial pro-
cessing possible. Siempelkamp plywood
and veneer presses met the needs of the
time. Around 1920, almost all German 
plywood manufacturers operated with
Siempelkamp presses. Presses with a frame
design entered the market at that time.
They required significantly less main-
tenance than presses with a column design.

In the following years a wide spectrum of
machines was developed which, in addition
to the wood industry, would supply the
rubber, plastics, and metal industries. The
range of products included vulcanization

presses for conveyor belts and rubber, com-
pression molding presses for plastics such
as bakelite, gag and forming presses for
metal forming, as well as roller and hot-
platen dryers for the wood industry.
Already back then, it became apparent that
Siempelkamp was moving in all directions!

To date we are known for our innovative
strength. Part of this strength was extending
our expertise beyond machine construction
into the field of process technology. In
1932, our in-house research department
developed the Fibroplast process. Defibered
wood was mixed with water and chemicals

A series of veneer presses with in column design

Hydraulic multi-daylight vulcanization press

empelkamp

The Siempelkamp machine shop, painted by Frederic von der Waal

Chair seat press being transported by a ceiling crane

1920
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the first complete press line with loader 
and unloader unit for the wood industry, as
well as the first multi-daylight presses. By
producing its first particleboard press in
1940, Siempelkamp set a new standard in
its core business. 

During the first years after World War II,
Siempelkamp returned to its roots for the
time being and manufactured simple
machines. The company produced hand-
operated screw presses which the local
farmers used to crush field crops.  

With the monetary reform, new pioneering
spirit gained momentum. The Novopan
process was introduced. The process was
developed by the Swiss Fred Fahrni in 1942.
Fahrni was looking for ways to utilize wood
waste materials in the production of wood-
based boards. The result was the Novopan
board, both compact and light at the same
time. This board was made up of three 
layers and had a raw density of 600 kg/m3.
In 1948, Siempelkamp and Fahrni entered
into a contract. Siempelkamp obtained 
the license for the supply of press lines for
particleboard plants operating according to
the Fahrni process. 

and then, using a so-called fourdrinier
machine, formed into boards that were
subjected to heat and pressure in a press or,
alternatively, dried for use as insulating
boards. Siempelkamp started building
multi-daylight presses and corresponding
multi-story roller-dryers that were necessary
for the Fibroplast process, together with
suitable automatic feeding and unloading
devices. With this entry into automated
production, Siempelkamp opened up
another market.

In the 1930s the company reached further
milestones, including the development of

View of the research and development department

A successful product: hot-platen
dryers in the assembly

Fiberboard press with roller dryer

Veneer dryer with veneer stacks Celluloid block press with stripper for
the production of sheets

1932
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Another hit for the wood industry was
introduced to the market by Siempelkamp
in the 50’s: the belt line. With the new belt-
line concept, it was possible to press boards
without the need for screens or cauls to
transport the mats.

In the following years, Siempelkamp con-
tributed highly to the economic boom in
Germany. Like their plants for the wood
industry, Siempelkamp metal forming
presses developed into an export hit in the
50’s. In 1955, Eugen Siempelkamp founded
a department dedicated to process tech-
nology and plant engineering as part of the

machine factory. It was here that numerous
competences of the company were bundled
to form coherent, complete solutions.  

The medium density fiberboard (MDF),
which was developed in the USA, became
trend-setting for the company’s success 
at the end of the 60’s. Siempelkamp 
recognized the advantages of this new
material compared to wet process hard-
boards. It latched on to the success of MDF
by building press lines for the production of
MDF using a dry process, and thus opened
up a new promising market. 

The company was always on the move and
continued to expand its business areas.
Alongside the wood industry, Siempelkamp
positioned itself with presses for the pro-
duction of steel cord conveyor belts for the
rubber industry. Within only a few years,
Siempelkamp became the world market
leader in this field. The same was achieved
for presses for the production of high-
pressure laminates. 

In the foundry, spheroid graphite iron 
set the course as the new technology. To
date, Siempelkamp is an important market
participant in this area. Component parts

Particleboard press with loader and unloader

Hydraulic oil flanging press with a pressing force of 
1,500 tons for which all speeds are continuously adjustable

Rubber-pad drawing press for
the customer AVRO in Canada

Still running today: the flax system built 
in Belgium in the 1950s

Vulcanization press for conveyor belts with
installed clamping-stretching device

19551948
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made of spheroid graphite iron are used 
as shielding in the nuclear technology
industry, for which the foundry has manu-
factured shielding elements, barriers 
and partitions since the 60’s. The most
spectacular success in this area was in 1964
with the construction of the primary shields
for the reactor of the nuclear powered ship
“Otto Hahn”, the first and only nuclear
powered ship to sail under a German flag. 

The Siempelkamp foundry continued to
distance itself from competitors with 
superior products: in 1975, the company

started the development of containers for
the transport and storage of spent fuel 
elements and other radioactive waste
materials for GNS Gesellschaft für Nuklear-
service (GNS – Nuclear Service company).
The container production became an im-
portant milestone in our company history
which peaked with the approval of the
CASTOR® container. CASTOR® gave the
German nuclear industry a mobile and safe
system for the transport and storage of
highly radioactive waste – an achievement
which was based on the establishment of a
company-owned engineering department. 

In order to be able to test parts of a 
system or individual machines before they
are set up and put into operation at the
customer’s site, the company established a
testing area in 1974. Process technologies
and the raw materials have also been
tested there ever since. In the 1970s and
1980s, the company focused on offering
ever larger and more finely tuned 
service packages and complete plants 
from a single manufacturer. In addition,
Siempelkamp integrated other com-
panies into the Group, which were 
either manufacturing companies or 

Tensioning device for the steel cord conveyor belts

View of the testing area of the research and development
center in Krefeld

World premier: first generation CASTOR® casks

1964 1975

Side member press for the customer Scania, around 1970

Bestseller: 8-daylight tensioning unit from 1970

Casting
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engineering companies with important
know-how.  

One highlight in the history of the company
began its success story in 1984. The Conti-
Roll® press, the centerpiece of a forming
and press line for the wood-based materials
industry entered the market! 
The Siempelkamp philosophy of main-
taining and expanding their market leader-
ship position with the highest technical
standards and quality, and the constant
development of both, is inherent in the
ContiRoll®. The benchmarks that Siempel-

kamp set with the ContiRoll® in the wood-
based products industry have thus far been
neither achieved nor exceeded by any 
other company. To date, more than 200
ContiRoll® presses have been sold; and
many of those early plants are still 
operating successfully. 

These successes demonstrate one thing: 
in the last 125 years, the Siempelkamp 
business areas have developed numerous
innovations and strategies. From one
shared root, three independent and 
very versatile companies developed: the

machinery and plants, the foundry and 
the nuclear technology business units. In
1997, these three business units united in a
holding company – the G. Siempelkamp
GmbH & Co. KG. Until 1998, the grandson
of the company founder, Dieter Siem-
pelkamp, was engaged in the management
of the company, but then passed the
responsibility for running the holding over
to Dr Ing. Hans W. Fechner, managing
director of the machinery and plants 
business unit, and Michael Szukala, 
managing director of the foundry and
nuclear technology business units.  

One of the first ContiRoll® presses went to Isoroy, France Happy faces (left to right): Jim Eisses, Dr Hans-Dietrich Sitzler, Klaus Gerhardt,
Harry Merlo (CEO Louisiana Pacific), Dr Frierich Böttger (Technical Director) during 
a presentation of the first ContiRoll® on the testing grounds

nd development

Particleboard plant from 1985

19971984

nd 1970 World record: simultaneous casting of five 
pouring ladles for a 195-ton grinding table
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This decision completed the transition to 
a management-led company and resulted
in a new strategic reorientation. The 
acquisition of new companies, which
would purposefully enrich the portfolio all
the way to providing complete services, has
been part of this reorientation. A second
element was the establishment of a pro-
duction site for the machinery and plants
business unit in Wuxi, China, in 2004. 
Furthermore, it is Siempelkamp’s goal to
increasingly produce components at the
Krefeld factory whose production requires
special knowledge and skills . For this 

reason, 30 million euros are being invested
in new machine shops and machining
equipment between 2007 and 2009. 

In the year of its 125th anniversary, 
Siempelkamp is amongst the leading
manufacturers of high-performance presses
for the wood, metal, and rubber industries.
The area of complete plant construction is
setting benchmarks, so do Siempelkamp’s
heavy-duty presses for metal, as well as 
the eighth generation ContiRoll® and its
associated concept for wood-fiber based
thin board. New processes such as the 

concept for the production of frameless
lightweight building boards are attracting
international attention to our machinery
and complete plants.  

As the specialist for thick-walled spheroid
graphite iron, the foundry supplies the
largest castings in the world and has set
several records in this market. Today, the
company produces components with
weights up to 250 tons (276 US tons)
almost daily. These heavy products can only
be manufactured by Siempelkamp, and we
are therefore in high demand throughout

40,000-ton drop-forging press 
for Airforge in Pamiers, France

Hydroforming press for
Hysco, Korea

Gigantic cast unit transport of 
a 195-ton grinding table

Use of a WENUTEC stud 
tensioner in the Biblis nuclear
power station

A ContiRoll® as a part of a forming and pressing line

Canfor LP multi-daylight
press for OSB

2004 2007
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the world. With its unique products, the
foundry also provides high performances in
other areas of the Holding and thus closes
the circle between the individual business
units. An example: the foundry produces
one-piece tables and beams for presses that
are manufactured by the machinery and
plants business unit. 

The nuclear technology business unit has
set milestones in the areas of containers
and recycling. The CARLA recycling plant
made the company an important partner of
the nuclear industry. The GERTA melting

plant has recycled chemical contaminated
metal since 1998. As a systems supplier, 
the nuclear technology business unit con-
centrates on offering products and services
regarding reactors. In addition to the 
existing system elements, such as the Core-
Catcher and stud tensioning machines,
examples for the new company orientation
are loading machines for fuel elements,
cranes, manipulators and special handling
equipment. 

Despite all growth, Siempelkamp places 
a lot of value on its company culture: 

economic success and market leadership
result in a very special responsibility for 
the more than 2,450 employees and 
the Krefeld location. And, as Dr Dieter
Siempelkamp says, “we are a family 
company and we want to remain a family
company!” This attitude will also benefit
our customers worldwide. They have
always valued our motto “traditionally a
leader in innovation” and their personal
relationship to Siempelkamp.

230-ton beam for a multi-daylight press Casting the GERTA 
melting unit

Preparation for the installation of the Core
Catcher at the Finnish nuclear power station
Olkiluoto 3 in October 2006

View of the production hall in Wuxi, China

Production plant for particleboards 
in South Africa

Crimping press being set up in Krefeld

2008007
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PG Bison inaugurates particleboard plant in South Africa

Highest standards thanks
to Siempelkamp support!

Inauguration of the particle board plant Full manpower with choir Awaiting the first board

Ugie location from a bird’s eye view

By Ralf Griesche
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On April 18, 2008, 430 guests including prominent representatives of South African politics and their economy

came to Ugie, located in the Eastern Cape Province of South Africa for a special occasion. With the inauguration

of a new particleboard plant, PG Bison demonstrated its important role for the wood-based products industry

in South Africa. The companies of the Siempelkamp Group supplied all central elements for this plant. The 

planning, assembly and startup of this state-of-the-art and highly productive plant for wood-based products 

in Africa were carried out by Siempelkamp.

The location of the plant is Ugie, a town in the North 
Eastern Cape region. PG Bison Ltd. owns 83,000 hectares

(205,098 acres) of land in this region, of which 38,000 hectares
(93,900 acres) are planted with pine and eucalyptus trees. The
company, which is part of the German Steinhoff Group with an

office in Johannesburg, has built a green-field plant for wood 
processing on this land. As part of the North Eastern Cape Forestry
Cluster, the new plant has state-of-the-art status, because now
every link in the value chain of the wood-based products industry
has been connected (more on this in our interview).     

Dryer and sifter Bruno Steinhoff (right), Executive Chairman of Steinhoff International,
with Erwin Scholz, Siempelkamp

Surrounding area of Ugie 83,000 hectares (205,100 acres) of land Rich resources 
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Powered by Siempelkamp: complete
solution package from Krefeld in
Africa

The supporting pillars for the complete
concept of this state-of-the-art and highly
productive plant for wood-based products
on the African continent are Siempelkamp’s
products and solutions. The contract for the
supply of a complete particleboard line for
the plant in Ugie was signed by PG Bison
and Siempelkamp in February of 2006. The
planning and engineering were carried out
by Siempelkamp’s Belgian subsidiary Sico-
plan. Several other Siempelkamp Group
companies followed in Sicoplan’s foot-
steps. The scope of supply included the 
woodyard, debarking plant, chippers, and
extractors. Furthermore, Siempelkamp
delivered screens, knife-ring flakers, 
screens for core layer and surface layer 
classification, the resinating system and 
dry particle bins. 

The centerpiece of the plant is the forming
and press line with a 6’ x 42.1 m Siempel-
kamp ContiRoll® press. This press has a daily
capacity of 1,000 m3 of particleboard with a
thickness ranging from 8 to 40 mm. These
high-quality boards can be used in the 
furniture industry. The Siempelkamp sub-
sidiary SHS contributed a cooling and 
stacking line, as well as a sanding line, a
cut-to-size saw, and a packing line. The
dryer and energy systems were provided by
the customer.

PG Bison added to this order a high-
performance short cycle laminating line
with integrated paper storage, the 
corresponding storage logistics, as well 
as a fully automatic strapping line, all 
supplied by Siempelkamp Handling Sys-
teme (SHS). The laminating plant will 
surface-finish approx. 45% of the boards 
produced in Ugie to achieve furniture-
grade boards. This percentage amounts to
35,000 m2 of particleboard per day. The
first board was manufactured in December
of 2007, one month ahead of schedule,
and production has been running soundly
since January 16th. Quick ramp-up times are
a Siempelkamp trademark! 

Forming line

6’ x 42.1 m ContiRoll®
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A flagship in many regards

Even PG Bison regards the investment in
the new plant as a milestone with flagship
characteristics. “This year will usher in an
era of unprecedented growth in the history
of PG Bison,” says Chris van Niekerk, CEO
of PG Bison. The CEO accredits this growth
to the new continuous Siempelkamp press,
which will almost double the company’s
production capacities for particleboard.
“We are now able to position PG Bison as
an unsurpassed producer and distributor of
particleboard in Africa!” 

The new plant is not only an important
milestone for the successful positioning of
PG Bison in its markets. The surrounding
area, the Elundini District, also benefits
from the development of this site. “The
official opening of the PG Bison particle-
board plant represents four years of
resilient and tenacious efforts by govern-
ment and the private sector, in line with our

Beyond the economic benefits, the region
will profit from improving infrastructure, for
example, from expansions of the road net-
works, sewage systems, and local water
supply. These improvements also represent
an advantage which results from the invest-
ments of PG Bison, as well as the con-
tributions of the Siempelkamp support!

provincial growth and development plan,”
enthused Nosimo Balindlela, prime minister
of the Eastern Cape, during the opening
ceremony. The forestry cluster has already
created 1,200 permanent jobs. About
2,700 are anticipated for the wood sector
after the plant reaches full production
capacity. These jobs will benefit the 
Elundini District surrounding Ugie and will
create unique qualification potentials. The
secondary effect should also not be under-
estimated. Local companies will have the
opportunity to benefit from the prospering
plant in Ugie. This, in turn, will create more
opportunities for new jobs. 

Left: The mountain plateau was leveled for the 
construction of the new plant

Right: The Drakensberge mountains in the background

PG Bison: Permanent jobs for the region
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What made PG Bison decide to
invest 175 million euros in a state-
of-the-art particleboard plant in
South Africa?
As a member of the international Steinhoff
Group, PG Bison is one of the strongest
wood and wood-based products manu-
facturers in South Africa. Within our Group,
we bundle the knowledge of all areas
where wood is used, including sawmills,
wood-based products manufacturing, 
surface laminating and furniture pro-
duction. South Africa is facing a problematic
situation. Water reserves are decreasing
and the government restricts plantation
growing in order to protect the water
resources.

In Ugie, we have acquired 38,000 hectares
(93,900 acres) of wooded land. Since this
location is abundant with water, the tree
population can be further expanded 
according to the government. We benefit
from warm and humid summers with an
average rainfall of 875 mm per year. These
conditions guarantee a secure wood supply
and justify our investment amount.  
Our tree crop includes mainly pine and
eucalyptus trees. For economic reasons, we
aim to increase the share of eucalyptus
trees.  
Further, it is our goal to use our state-
of-the-art equipment to produce a high-
quality particleboard product that has thus
far been unavailable on the South African

market. Our product will be a welcome
addition to the furniture industry, as well as
to our own sales offices.

What was the most decisive reason
for selecting Ugie as the location
for the new plant?
The decisive elements are easy to name:
short distances and limited costs! Ugie is
surrounded by forest, so wood can be
directly and economically transported to
the plant and processed. 

How do you implement the
demand for full tree utilization?
We focus on positioning our company on
every level of the value chain. Our wood
plantation can be harvested every 12 years
in this climate. We have the latest particle-
board plant on the continent, enabling us
to produce first-class products. We own
sawmills cutting beams and boards from
large trees. The wood waste from our saw-
mills such as slabs, wood chips or saw dust
can in turn be processed in our new PG
Bison plant. Our short-cycle press surface-
finishes 45 percent of the produced
particleboard. Thus, we manufacture 
products which can be sold to both the 
furniture industry and retailers, either as
raw or furniture-grade boards. 
With our own sales offices distributing 
our products all over the country, we have
established a strong sales structure. The
Timbercity chain has been part of PG Bison

Full tree utilization 

PG Bison’s strategy for success
With an investment of 175 million euros, PG Bison has realized a prime

example of a green-field plant in South Africa. What strategy is the

company pursuing with this plant? The editorial board of Bulletin

talked with Mr. Jörg Weeber, Executive Director of Manufacturing & 

Projects at PG Bison.

since 1976 and is one of the most familiar
labels in South Africa for the distribution of
wood products. Pennypinchers, in turn, has
earned a first-class reputation as a specialist
for building material since 1988. 
Last but not least, the necessary process
heat for the production is generated in our
own energy plant using waste materials
from particleboard production. Here, the
circle closes and so we can rightly speak of
full tree utilization and exemplary use of the
value chain!

How many boards are surface-
finished?
Currently, we are operating a Siempelkamp
short-cycle press line which can laminate
35,000 m2 of particleboard per day with
resin-coated papers. This press is designed
to carry out 180 press cycles per hour but
has reached a capacity of over 200 press
cycles per hour. We intend to sell approx. 45
percent of our daily production from the
new plant as furniture boards. This share is
fluctuating; it is our goal to further expand
the area of surface-finishing. Therefore, we
plan to install a second short-cycle press
before long.

What proportion of the boards will
be used in the furniture industry,
and what proportion in the do-it-
yourself sector?
Our marketing goal states that most of the
boards produced in Ugie will be supplied to

By Ralf Griesche

Jörg Weeber and Gerhard Victor, Project Managers
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the furniture industry, primarily to the large
furniture centers in Johannesburg, Durban,
and Capetown. The rest will be marketed in
our own outlets as building boards.

What role do exports play in your
marketing plan?
Exports play a very small role. The demand
for particleboard is high on the South 
African market. Therefore, we have little
left for exports. 

Do you have competitors? If yes,
how is this competition handled?
Of course we have competitors in our 
markets. Sonae for example. Our market
share in South Africa amounts to a pleasing
55 to 60 percent.  

Your production in South Africa 
is carried out in an ultra-modern
plant. What do you do to train your
personnel to the necessary level to
operate this plant? 
Indeed, this plant operates with equipment
that is state-of-the-art. The automation and
control technology alone requires specially
trained personnel. In order to meet the 
personnel demands in Ugie, we have 
relocated personnel from our other 
South African production locations. These 
employees have been trained from the
beginning in order to become familiar with
first-class technology. They were on site
during the assembly and helped to install
the plant. This is what we call “learning by
doing.” 

Additionally, we are hiring people from the
area who will be specifically trained for their
new jobs. We see less of a problem in 
finding good staff but more in keeping it.
The infrastructure of the area is still in its
beginnings and a little varied. We are 
working on offering our team an increasingly
attractive surrounding, for example, by 
providing well-equipped accommodation,
a hospital ward, and over 100 houses which
were built last year. 

What is different about production
in Africa compared to Europe?
The Steinhoff Group is experienced in the
production of wood-based products in both
Europe and South Africa. Production alone
is no problem with a state-of-the-art plant
in Ugie. We have excellent resources, have
established our own resin production, and
have the necessary manpower. 
One difference between the two continents
is the distance from the production site to
the consumers. South Africa is three times
as big as Germany. The furniture centers
that buy most of our boards are located
many miles from the production site. On
top of that we have to rely on truck trans-
port only. Other transport alternatives are
currently not available. 
Another challenge regards the turnover of
our personnel. Well-trained employees are
often enticed away by competitors. We are
currently working on further improving the

infrastructure and quality of life at Ugie in
order to counteract this development.

What was the motivation for PG
Bison to decide to go with Siempel-
kamp for this trendsetting project?
There are only a few strong suppliers of
technical plants for the production of
wood-based products. We have known
Siempelkamp for decades and have always
had a very positive impression of the quality

of the plants and the company’s strength
for innovation. 
Our decision to go with Siempelkamp was
based on yet another important criterion: it
was our intention to build a green-field
plant in an undeveloped area. We needed
the support of a company that, in addition
to its technical competences, possesses
excellent planning and engineering 
knowledge. In this area, Siempelkamp
Maschinen- und Anlagenbau was the 
most trusted. In our opinion Siempelkamp
was and is best suited to meet the 
organizational challenges which are part 
of the construction of such a plant in a 
given timeframe. The performance of the
Siempelkamp team was remarkable. In
many situations the team had to improvise
because technical backup from smaller local
companies was not available. Furthermore,
the short ramp-up time between the first
produced board in December of 2007 and

three-shift operation was exceptional. We
were pleased and very impressed!

Mr. Weeber, thank you for taking
the time to speak with us!

Johann Reiser, site manager for the short-cycle 
press line, Chris van Niekerk, chief executive officer 
of PG Bison, Mohamad Waked, site manager for the
particleboard plant

Thabo Mbeki, successor of Nelson Mandela as 
president of South Africa, during the inauguration 
of the short-cycle press line
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Short-cycle press for PG Bison 

Siempelkamp’s synergies
pay off

Decorative laminating papers are stored 
in an intermediate, fully air-conditioned
storage room. Before storing or processing,
the stacks of paper can be turned upside

approx. 1,000 m3 of particleboard in the
spring of 2006. To this order, PG Bison
added a high-performance short-cycle
laminating line with integrated paper 
storage, the associated storage logistics
and a fully automatic strapping line. 

The planning and implementation of the
complete plant concept were carried out 
in South-African/German teamwork, in-
cluding the technical team of PG Bison Ltd.
and the project planners of Siempelkamp
and SHS. The teams especially con-
centrated on designing and implementing
a fully automatic and upgradeable concept. 

Raw material logistics and fully
automatic paper storage: Minimal
downtime guaranteed!

The plant layout of the laminating complex
which connects to the new particleboard
production plant was designed to in-
corporate central storage and retrieval
equipment for raw boards and papers. The
design permits the alternate feeding of raw
boards and paper via a distributor cart
directly to the laminating line, or the 
temporarily storage of raw boards on
upstream cache storage stacks. This 
concept guarantees minimal downtime 
for product and charge changes!

Air-conditioned storage for decorative 
laminate papers

Inline paper lay-up system 

Press charge with 2 boards in front of the press

Control station

For decades, Siempelkamp Maschinen-
und Anlagenbau GmbH and Co. KG has

maintained its position as the world market
leader in plant construction for particle-
board, MDF, and OSB production. The label
ContiRoll® is an international synonym for
state-of-the-art press technology in the
wood-based products industry.

Since the seventies, Siempelkamp has been
involved in the development of laminating
lines incorporating single-daylight short-
cycle press technology. This technology 
has been advanced in close cooperation
with its customers over the years. In the
mid-nineties, a successful laminate flooring
came along. 

In the area of laminate flooring, rapid
development took place from the rather
simple original short-cycle laminating lines
to fully integrated and highly automated
laminating centers for the furniture and
flooring industry. In order to meet the high
demands, Siempelkamp makes increased
use of the synergies within the Group of
companies. This means that the logistics
area of the Siempelkamp Handling Systeme
(SHS) is already included in the planning
phase of a project.    

PG Bison Ltd., South Africa, ordered a
particleboard line with ContiRoll® tech-
nology designed for a daily capacity of

At Siempelkamp, each plant component goes in line with another. The

plant for PG Bison is another example demonstrating this unity. Next to the

recently built particleboard plant, a custom-built short cycle laminating

line was erected.

By Ulrich Kaiser
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down via an integrated pass-through pallet
turner. 

Siempelkamp designed the decorative
paper storage facility, which allows the
storing of longitudinal paper stacks, as 
a multi-level roller conveyor storage. For 
the first stage of completion, approx. 
100 storage positions are available and 
are automatically loaded and unloaded 
via a transfer cart. During storage and
retrieval of the pallets to the storage system
or into the production line, all production
parameters are automatically transferred
and tracked.    

During completion stage one, the storage
facility was equipped with one storage
rack. Another rack can be added later
within the same bay and can be served by
the same cart. The design of the storage
system also allows for additional extensions
of storage capacity in the future.

Raw board feeding/paper loading/
paper lay-up:
Quick – flexible – functional!

A boards are continuously fed into the 
production line every ten (10) seconds. This
process takes place in two steps. First, the
boards are separated and then fed to an
infeed roller conveyor via a suction feeder.
Part of the concept is the automatic 
detection and removal of cover boards. 

The biggest challenge that the Siempel-
kamp engineers were faced with was PG
Bison’s plant concept for the automatic
paper lay-up system. Two customer-specific
and functionally different production
philosophies had to be balanced.  

For one, the lay-up area had to be designed
for long production runs with high piece
counts, consistent board sizes and same
paper decors. On the other hand, the 
paper lay-up system had to allow for the

occasional laminating of short production
runs. Switching from one to the other
should be highly flexible and possible with
high outputs. 

The solution: PG Bison decided to order the
proven inline paper lay-up system with a
four tier rapid exchange magazine. This 
system was advanced by Siempelkamp to
meet the high plant capacity. For small lot
sizes, Siempelkamp designed a new paper
lay-up system utilizing two parallel suction
bars. Now, the backing paper, the raw
board and the decorative paper for the
board top surface can be joined very fast in
a single step within a single station. 

This concept proves that our synergies pay
off. Both lay-up units can be used together,
and thus enable the production of special
furniture boards with multi-layered papers
or laminate flooring. 

The centerpiece of the plant: 
Press, loader and unloader unit 

The centerpiece of the plant is the novel
high-performance loader and unloader
unit, all lifting, lowering and other 
movements of which are controlled by a
servo-motor. The press has a dimension of
1950 x 5700 mm and is designed for one or
two board laminating. The loader unit
allows for charging times of less than 8 sec
and can be used with register embossing
for the production of synchronous pore
boards. 

press

The centerpiece of the short-cycle press line

Finished board handling and 
stacking: Well thought out all the
way to the shipping 

Before passing a manual quality control,
the edges of the finished boards are
trimmed in longitudinal and transverse
directions. The boards, with a thickness
ranging from 8 to 22 mm, are then trans-
ferred to a board cooler to help stabilize
the temperature before they are placed
together as a stack. An additional reject 
station at the board cooler allows the 
precise inspection of the board quality. The
stacking of the boards at the end of the
production line is fully automatic. Before
shipping, the finished stacks are strapped
and transported to a dispatch storage.

The result of this complete concept: since
the beginning of 2008, the PG Bison 
personnel have been operating this plant in
three shift operation. The customer
informed us that the plant has always
achieved the guaranteed output of 
360 boards per hour. During a test, the
plant has even provided evidence that it can
produce more than 400 boards per hour.

SPP.0079_Bulletin_01_08_eng.qxp  09.06.2008  12:20 Uhr  Seite 19



SIEMPELKAMP | MASCHINEN- UND ANLAGENBAU

Siempelkamp Energy Systems: The
new specialist for power plants
under Siempelkamp’s roof

In October of 2007, Siempelkamp Energy Systems GmbH (SES), the specialist
for energy system concepts, became part of the Siempelkamp Group. This 
new company is located in Hanover and originated from the acquisition of
Metso Panelboard GmbH. This takeover complements our portfolio with energy
technology systems for the wood-based products industry and extends our
competence as the supplier for complete systems. Bulletin spoke with Ines
Veckenstedt, Director of energy plants at SES.

Energy plant in Masisa, Chile

Ines Veckenstedt

By Dr Silke Hahn
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47 operating energy plants worldwide
are another first-class reference ...
These plants demonstrate that we can
develop custom solutions for any situation.
Regardless, whether for Russki Laminat,
located in one of the coldest regions of the
world, or for other customers in extreme
climate zones, our energy plants are custom
designed and precisely tuned to factors
such as the outside temperature, climate,
and any kind of scrap and waste wood. 

How can SES contribute to the
team, technology, and portfolio 
of the Siempelkamp Group in the
future?
We currently employ 60 people in Hanover.
From planning to assembly to sales, we
cover a completely independent company
structure. We are currently hiring new 
specialists in order to expand our capacities.
We are pleased to note that belonging to
the Siempelkamp Group is appealing to job
applicants. 

What history and milestones can
your company look back on? 
With over 20 years of experience, SES can
offer complete engineering know-how and
technology to supply stable process heat to
every customer in the panelboard industry
(MDF, particleboard and OSB plants).  
This not only includes the supply of new
plants, but also includes upgrades for our
equipment, as well as equipment from
other manufacturers. 

It is also important that we offer complete
services and upgrades for our products
known under the brand names “Küsters”,
“ContiPress”, “Bison”, and “Kvaerner
Panel Systems”. This includes press ex-
tensions and upgrades for continuous
presses, sander services and spare parts
supply.

That statement lets us build a bridge
to the company’s milestones ...
Indeed. Our company profile is the result of
a long chain of knowledge. Companies
such as Küsters, Bison, and Sunds have left
their marks on our company history. The
joining of Valmet-Metso in 1999 has 
bundled this knowledge. The experience
which has developed in the course of 
this company’s chronology is priceless. Our 
customers profit from service that is hard 
to find anywhere else. 

SES’ core competence is in the area
of energy systems. What features
have to unite to make a successful
product?
SES is a flexible, future-oriented, and 
market-driven engineering company. The
trust of our customers in the technical
design of our supplied plants remains high.
Our products are still leading in the field of
energy plants. 

Within the Group we enjoy important 
benefits that increase our sales opportunities.
On the one hand, SES has opened up more
sales potential as a result of the large 
Siempelkamp clientele. On the other hand,
we can use many synergies with Büttner
Gesellschaft für Trocknungs- und Umwelt-
technik mbH. The Büttner products can be
precisely fitted to our energy systems.
Through the close cooperation with 
Büttner, our customers have the advantage
of obtaining a concept that has no “energy
supply – dryer” gap. This means within our
offer chain there is no opening that our
customers have to close. 

Energy plant in Grajewo, Poland
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Which is your strongest selling
point that makes customers decide
to buy a SES energy plant?
First of all, our experience of more than 
20 years in the business of energy plants for
the wood-based products industry. SES
energy plants utilize waste materials from
panelboard production to produce most of
the energy required to run a plant: thermal
oil for the press, steam for the refiner and
flue gases for the dryer. Our plants can be
fueled by anything from bark and start-up
fibers to sander dust and rejected panels or
low-grade fuel from outside the plant such
as recycled wood material unsuitable for
production. Furthermore, our systems im-
press customers with their high availability,
the quality of their design, the rare and

short maintenance procedures, as well 
as an optimized control concept. Our 
customers also appreciate our turnkey 
solutions. We supply and set up complete
energy systems. 

When we design our systems, we do 
not ignore the environment. Several
approaches to protecting the environment
include the afterburning of polluted
exhaust air from other areas of the plant,
the reduction of emissions with our 
optimized combustion management, and
urea injection for NOx-Reduction.

It looks as though your performances
in the area of service are another
selling point for new plants … 

Absolutely. The basis for a new order is
often the quality we exhibited when main-
taining the older systems.  

Where is SES represented and what
can we expect from new system
sales?
Currently, we are a provider for the wood-
based products industry. By joining the
Siempelkamp Group, we not only expect
to gain more customers from this industry
but we also see new business opportunities
in cooperation with Büttner’s drying tech-
nology and an orientation towards biomass
power generation. It is our objective to
position SES as a flexible, future-oriented
and market-driven engineering company.

SES know-how for Robina, China
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In all Siempelkamp business units,
service is one of our biggest selling
points that helps us score with our
customers. Where are the strong
points of SES in the area of service? 
Our strong points are clearly in the 
customer support of older SES systems
ranging from optimization to the training
of the operating personal to technical
improvements which we install. Our 
customer support for other energy systems
in the wood-based products industry is 
also very effective. 

Finally, a look into the future. What
objectives does SES want to achieve
by the end of 2008?
We plan to expand our capacities and seek
alternative business opportunities in other

industries. As part of the Siempelkamp
Group we are looking forward to using the
new prospects that have opened up for us. 

After a good start of our new company 
and the successful completion of our first
projects we are confident that 2008 will be
a positive business year for us. This develop-
ment is beginning to show by the 
numerous offers and the positive feedback
from our customers! 

Ines Veckenstedt
Born in 1969

• 1989 – 1994 Studies in power 
engineering and process technology 
at the TU/Bergakademie Freiberg,
degree as a graduate engineer

• 1994 – 1995 Postgraduate studies in
environmental process engineering

• 1995 – 2001 Employed at Mittel-
deutsche Feuerungs- und Umwelt-
technik GmbH Holzhausen

• 2001 Process engineer at Metso Panel-
board, Hanover

• since 2003 Director for energy plants

Energy plant of the particle board manufacturer Jeld-Wen in Latvia 

Masisa, Chile
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Growth and development

Siempelkamp invests 
in its Krefeld location 

SPP.0079_Bulletin_01_08_eng.qxp  06.06.2008  12:11 Uhr  Seite 24



SIEMPELKAMP | GROUP 24 | 25

Our business success is founded on innovative concepts. However, to 
ensure future success the general conditions have to provide a solid base.
By 2009, Siempelkamp will have invested 54 million euros in new production
equipment at the Krefeld location.

Inauguration ceremony in the Foundry (from left to right):
Dr Ing. Hans W. Fechner, chairman of the executive board of G. Siempelkamp
GmbH & Co. KG;
Gregor Kathstede, mayor of the city of Krefeld;
Michael Szukala, managing director of G. Siempelkamp GmbH & Co. KG;
Stefan Mettler, managing director of Siempelkamp Foundry;
Dr rer. nat. h. c. Dieter Siempelkamp, chairman of the advisory board 
of G. Siempelkamp GmbH & Co. KG

By Ralf Griesche
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The first construction phase, which will benefit the machinery
and plants business unit with an investment of 13 million euros,

is well advanced. Two machines, giants in their class, have already
been brought into the new 3,000 m2 shop area. Both machines are
unique in Europe and will machine large workpieces.  

The turning lathe from Heyligenstaedt in Giessen is approx. 5 m
(16 ft) in height, approx. 20 m (66 ft) in length, and sits on a 
foundation that is 4.45 m (15 ft) deep. This machine will machine
parts with a length up to 12 m (39 ft) and a piece weight of over
100 t (110 US ton). It will be used, for example, for the machining
of infeed and outfeed rollers, large cylinders and the main shafts
for windmills. 

The second machine, a gantry-type VMG 6 PS portal milling
machine from Schiess, has a mounting length of 22.5 m (74 ft), a
working width of 7 m (23 ft) and a height of 6 m (20 ft). This 
universal machine will lathe, drill and mill. The milling spindle can
machine at a maximum output of 100 kW at high precision. Key
data for the gantry include: 26 m (85 ft) working length and 13 m
in height, the workpieces to be machined can be up to 6 m (20 ft)
in length and 7 m (23 ft) in width. The foundation consists of a
monolithic concrete block which was poured in 72 hours from

6,400 m3 of concrete at the end of August 2007. This gantry is the
first machine of its kind to be installed in Germany. The other nine
predecessors were all manufactured for export. 

Siempelkamp will use the milling machine and its special 
machining heads to machine many different workpieces in the
future, including large press tables for multi-daylight and metal
forming presses. The gantry can also machine housings for diesel
engines of ships, as well as extra-long hotplatens. The first portal
is installed; a second will follow at the end of 2008 and will start
production in February 2009.

Construction phase II 

The planning for the second construction phase has started and
will directly connect to the shop that houses the lathe and milling
machines. An investment of 17 million euros will build another
shop with an area of 3000 m2.   
This building will accommodate a new vertical lathe with a surface
plate diameter of 16 m (52 ft). The lathe will be used to machine
large workpieces, such as mill heads manufactured by the 
Siempelkamp Foundry. One advantage: using the new lathe,
machining processes that were previously carried out by contract

Portal milling machine
with a 200 t (220 US tons)
press table
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Turning lathe by Heyligenstaedt

Siempelkamp – 
on Siempelkamp Street

The foundation for the portal milling machine 
is being prepared

of services that will attract worldwide attention. Additionally, the
new shops will be utilized for job order production. 

Modernization and capacity expansion for the foundry

Since 2001, Siempelkamp foundry has continuously carried out
modernizations and expansions of its productions equipment and
facilities. To a large extent, the sales increase over the last few years
has become possible because of these expansion measures, which
were carried out gradually.      

manufacturers will soon be performed at Siempelkamp’s 
own production facility in Krefeld. Thus, tedious and expensive
transportation to machine shops will no longer be necessary. 
Siempelkamp service now includes another important aspect. 

Altogether, the machinery and plants business unit will have
invested 30 million euros by 2009. Both construction phases will
result in a unique competence center for the machining of large
steel components and castings. With the Heyligenstaedt turning
lathe, the gantry-type portal milling machine and the vertical 
lathe, Siempelkamp provides customers with an expanded range

Find: 250 kg (551 pounds) bomb from World War II
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Furthermore, the expansions are the
foundry’s answer to the continuing high
demand from the capital goods industry
and the customers’ demand for an ex-
tension of the range of casting products.
Again, in 2007, the foundry has positioned
itself as a worldwide market leader in the
production of heavy and large castings
made of spheroid graphite and flake
graphite cast iron. With a total order value
of 169 million euros, the company achieved
growth in the total order quantity of 30.7%
compared to the previous year. Because of
the above-average increase in the areas of
mill construction, wind power plants, and
nuclear technology, as well as press and
engine construction, the foundry’s sales
volume grew by 15.9% – a new record
high. The figures demonstrate that the 
positive development of the market for cast
iron components continues. 

The construction of a new production 
facility will significantly expand the capacities

of the foundry. After a record time of only
nine months, the new molding shop was
inaugurated on March 11, 2008. Equipped
with the latest crane system, the new 
facility allows for highly economical 
production processes. The total area of
2,100 m2 will result in a yearly capacity
increase for castings with a weight up to 
50 t (55 US ton). 

This 20 million euro project is Siempel-
kamp’s second largest investment in the
history of the foundry. The project was
made up of two construction stages and
has been managed by a planning team of
only four people. During the inauguration
ceremony, Krefeld's mayor Mr. Gregor
Kathstede emphasized the importance of
the Siempelkamp company for the Krefeld
location more than once. He also praised
the exemplary commitment of the com-
pany regarding the implementation of the
extensive construction activities. 

March 11, 2008, inauguration of the foundry
extension
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A “baptism by fire” during the inauguration
ceremony represented the successful start
of the production in the new facilities.
Under the anticipating eyes of the guests,
approx. 30 t (33 US tons) of molten iron
came to a temporary halt in a pouring basin
just before the actual pouring happened.
Here the liquid iron was kept just long

enough until it reached the optimal 
temperature of 1,350 °C. Afterwards, in a
spectacular rain of sparks, the contents of
the pouring basin flowed into the mold
that was dedicated to this baptism by fire.

The technical equipment that will be used
inside the new molding shop is setting
trends for the future: not only does the line
of products under the future roof of the
new molding shop deserve attention, but
also the technical equipment that will be
used here. The goal was to make pro-
duction processes more economical and
improve the working conditions for our
employees.  

The square footage of the new molding
shop alone is exemplary. The shop dimen-
sions include 1,000 m2 of molding area,
200 m2 of ramming space, 300 m2 of 
storage area and 620 m2 of traffic area. 
The creation of another molding pit area,
this time with 1,000 m2 in size, will offer 
the possibility for the use of universally 
distinguishable molding pits in the future.
The new molding shop can be divided into
as many as 26 pits and can thus be used
with flexibility as never before. 

A special technical highlight is the new
pouring ladle transport. By using a newly
implemented rail transport cart, the 
distances for the transport of molten iron

are shortened and previously necessary
work processes are saved. Amongst other
things, the direct supply of core intensive
products is guaranteed through the close
proximity to the core-making shop. 

For all arising transport routes a new crane
system consisting of eight cranes was
installed. The transverse run of the cranes
enables access to and area utilization of the
entire shop. 
The future molten iron transport will be 
carried out by three ladle handling cranes
which can carry a load of up to 80 t (88 US
tons) each.  

The climate control inside the enclosed
crane cockpits and the improved climate
and sonic conditions inside the shop 
are worth mentioning as part of the 
modernization measures. 
Furthermore, the amount of supply air and
discharged air areas in many parts of the
shop were increased so that a significantly
better air exchange becomes possible. The
use of a perforated wall surface reduces the
noise level inside the shop.

Pattern and flask storage 

Further expansion phases include a new
pattern storage area with the latest storage
technology, and an adjacent flask storage
area. This second investment stage will cost
approximately 6 million euros and will cover
a total area of 25,000 m2. 

All improvements are dedicated to higher
efficiency and improved working con-
ditions. All in all, the investments clearly
underline a true commitment to the Krefeld
production location.

The pattern storage during construction 

The new production facility inside the foundry 
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Three years ago, Büttner decided to seek additional application
areas for their dryer systems, in addition to the wood based

products industry. They began with the sugar industry, the initial
business of the Krefeld-based company. 
In addition to the particle dryer, the core product of the company,
Büttner extended its portfolio and included dryers for sugar beet
shavings for the sugar industry. Wood particles and beet shavings are
two very different materials. “The water content of beet shavings is
extremely high and poses special challenges,” explains Dagmar
Bautzmann, managing director of Büttner. Special attention also
needs to be paid to the high bulk weight of the dried substance.

“Everything for the sugar!”
The company met the new challenges with enthusiasm. After only
a short period of time, Büttner received at first smaller orders and
then larger orders for retrofits. Existing drum dryers in German
sugar factories were successfully optimized and their performance

“Back to the roots” –  a 
Büttner’s dryer for beet shavings 
for the sugar industry 

By Carsten Otto

Büttner is Siempelkamp’s specialist for customized dryer solutions. With more than 1,800

dryer systems sold worldwide, the company is a world market leader. For the wood-based

products industry, Büttner is established as the expert in its field. Going Back to the Roots

will ensure additional opportunities for the company in the future.

increased. In addition to spare parts, the company supplied and
assembled parts for emission reduction, as well as completely new
drum fixtures. 
The Eastern European sugar manufacturers increasingly gained
importance because the capacities on the German market were
reduced and production facilities relocated abroad. Good relations
and specific advertising efforts were fruitful, and Büttner received
the first requests from foreign sugar factories for complete dryer 
systems. “These are lines for the production of pellets from beet
shavings which will be used as feed in the farming industry. This
market is currently showing a strong growth. Within only one 
year, the price for pellets made of beet shavings increased by 
50 percent,” states Dagmar Bautzmann.

Successful orders: Best references in a growth market
The active sales activities in both the new and old market areas of
the company were rewarded with three orders from Eastern
Europe in 2007. Büttner supplied JSC Skidel Sugar Factory in Skidel,
Belarus, with a dryer, including complete pellet lines and conveyors
(screw and bucket conveyors). The Büttner single path drum dryer
is already installed and has started operation. The dryer has a beet
shavings capacity of 50 t per hour, a water evaporation capacity of
38 t per hour and produces 6 t of pellets twice per hour.  
The pellet line for this dryer includes two pellet extruders including
a cooler, dust removal system and screening system. The pellet
extruder has vertically arranged cavities with special rotating rollers.
Büttner designed the cooler as a counter-flow cooler. The dryer is
heated with a natural gas burner utilizing a horizontal combustion
chamber. The material separation takes place without a drop box
via four high-performance cyclones. 
Another dryer including a complete pellet line was also installed
and started up in Belarus. Slutzk Sugar Refinery ordered a single

Skidel pellet machine
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–  a vision of the future

path drum dryer from Büttner for a facility in Slutzk, approx. 
100 km south of Minsk. This dryer has a beet shavings capacity of
25 t per hour, a water evaporation capacity of 18 t per hour and
produces 10 t of pellets per hour. 
This dryer is heated with a horizontal combustion chamber and a
natural gas/heavy oil burner. The material separation takes place
without a drop box via four high-performance cyclones. The pellet
line includes a pellet extruder including a cooler, dust removal 
system and screening system. The pellet extruder has vertically
arranged cavities with rotating special rollers. The cooler is
designed as a counter-flow cooler. Screw and bucket conveyors are
also part of the scope of supply. 
A third order included two drying systems for the customer
Prodimex, the largest Russian manufacturer of refined sugar. 
Currently, Büttner is designing a drying system each for two 
locations in the Voronezh region, approx. 400 km south of
Moscow, Russia. Both single path drum dryers will be designed 
to have a beet shavings capacity of 30 t per hour and a water 
evaporation capacity of 22 t per hour. The dryers will be heated
with a horizontal combustion chamber and a natural gas burner.
The material separation will again take place without a drop box via
three high-performance cyclones. 
All three customers are convinced of the advantages of the proven
single path drum dryer. This type of dryer has been used success-
fully by Büttner for decades for the drying of particle and chip type
materials. These orders can be regarded as important references in
their market and are reason enough to continue our involvement in
the sugar industry!

Skidel drum dryer

Slutz drum dryer

Burner for Slutz dryer
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Baosteel produces its first
pipe on one of the world’s
largest pipe forming presses 

At the end of January 2008, the world’s largest O-forming
press bent its first steel plate into a pipeline pipe.
Siempelkamp has achieved an important milestone and
put the Chinese customer Baosteel in a position to enter
its market successfully with reliable technology.

By Sigfrid Buecher

First pipe produced on the O-forming press
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Siempelkamp supplied the press, within a complete press line
from SMS-Meer, which was ordered in 2005, to Baoshan Iron &

Steel Co. Ltd. Shanghai. It produced its first 40-inch pipe on 
January 31, 2008 (length: 12.2 m/40 ft, wall thickness: 21 mm).
The 8 main cylinders, which were cast, assembled, and tested in
Krefeld, have a weight of 107 t (118 US tons) each and a press
capacity of 72,000 t (79,366 US tons). The press forms sheets with
a length up to 18 m (59 ft) and a thickness up to 40 mm.  

The forming takes place using the CUO process: during the 
initial forming, also called crimping, the prepared plate is bent in a
longitudinal direction. Next, the plate is transported via a roller
conveyor to the U-press. A plunger is placed in the center of the
plate in the U-press. Under the pressure of the plunger, the entire
plate takes on a U-shape. With the help of two side rollers, the
plate is then bent around the plunger into a long channel. After
the U-forming process, the plate, now shaped like a U, is trans-
ported to the O-press. This so called “U-canning” is formed into a
pipe in the O-press. An upper and a lower half-shell-shaped tool
receive the U-canning and form the pipe. 

The finished pipes have a diameter of up to 1.42 m (4.6 ft). The
press can process up to 500,000 t (551,155 US tons) of steel plates
per year. Assuming that the heaviest produced pipe has a weight
of 25 t (28 US tons), the production for one year would amount to
a pipeline length of 360 km (224 miles). 

Made in Krefeld – supervised by Siempelkamp

The press was manufactured according to Siempelkamp construction
plans made in Krefeld. Numerous important parts for the press
were supplied directly by Siempelkamp. All elements concerning
the drive system, the complete cylinders, the entire hydraulic and
electrical systems and all the bearings are part of the Siempelkamp
scope of supply. The local content from China primarily included
heavy parts such as the frames and press tables. These parts were
produced in China according to Siempelkamp drawings and under
Siempelkamp supervision. All press parts manufactured in Krefeld
amount to a total of 1,500 t (1,653 US tons) compared to 2,800 t
(3,086 US tons) for all parts produced in China. 

During the starting phase, the on-site assembly team included 
4 employees. This number was increased to 10 during the last
quarter before production started. 3 supervisors and their teams
were in charge of the mechanics, hydraulics, and the electrical 
system, and instructed the Chinese assembly personnel. The 
teams partly worked in two-shift operation in order to meet the
individual deadlines. Some of these deadlines were met in record
time, for example, the time between the beginning of the startup
phase and achievement of limited functionality for the production
of the first pipe was only two months. For older plants, it took
twice as long to achieve this result. 

Press cylinder control engineering – a quantum leap 

Broad competences and excellent references made Baosteel decide
to go with Siempelkamp. Siempelkamp had already built, modernized,
and successfully started up three of these large presses for pipe
production. A highlight for the Chinese customer is the ongoing
improvement of press technology. What seems so simple in writing
is in reality a process involving enormous forces, which requires
precision comparable to that of a clockmaker. Both material edges
have to be precisely brought together by the forming process in
order to achieve a precisely defined and preset weld seam. 

The deflection compensation of the crossbeam is one noteworthy
feature of this pipe forming press. The deflection line of this 20 m
(66 ft) long beam is measured via a sensor system and adjusted by
means of a control system so that the deflection of the beam is
kept to a minimum. In regards to control engineering, the press
cylinder control system and the deflection compensation for the
crossbeam in particular represent a true quantum leap.    

Another successful characteristic of the pipe forming press with
the world’s largest press capacity is the improved hardware which
results in reduced repairs and maintenance. This press is thoroughly
robust and reliable. Our Chinese customer, who is already operating
an open die forging press made by Siempelkamp, will produce
pipeline pipes for the extraction of natural gas and oil. This way,
China will achieve independence from other countries and can
provide its own market with pipelines. 

The O-forming press 

The first pipe
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Stefan Wissing: Service –    an
Service will play an even bigger role for Siempelkamp Maschinen-

und Anlagenbau in the future. After managing Siempelkamp’s

branch office in the USA for four years, Stefan Wissing returned to

Krefeld in January of 2008. Here, he will use his expert knowledge

to expand and fine-tune the service strategy of the Group. For

Bulletin, he spoke about his mission.

Mr. Wissing, as the new head for
the business area of service, your
combined experience in sales and
service will provide synergies. How
is your new position a challenge for
you?  
The challenge is to relate size to flexibility.
Siempelkamp is a large company, our 
service department has reached impressive
dimensions. It is challenging to stay agile
and flexible, in other words, to react quickly
to the needs of our customers. Further, it 
is a challenge to always stay ahead of 
markets that develop and change rapidly. It
is our objective to prove to our customers
and the market that we have it in us when
it comes to providing quick results.

You have been working for
Siempelkamp in different positions
in Germany and abroad for 12
years. During this time, what have
you experienced and learnt when 
it comes to the expectations of our
customers? 
It is most important to supply flawless tech-
nical solutions. As the world market leader
in our area of expertise, we provide our 

customers with outstanding technology
when they decide to buy a new plant from
Siempelkamp. At the same time, it is
becoming apparent that the personalities 
of our contact personal are becoming a
decisive selling point. We are proud to
employ people that sell Siempelkamp
equipment with such high commitment 
and enthusiasm that one could go so far as
saying their life is their job. These employees
have been with the company for many
years. 

As far as service is concerned, the same
rules apply. Committed personal that have
been working for Siempelkamp for many
years are our invaluable resource. It does
not matter whether it is in Krefeld or in our
service branch offices from Atlanta to Singa-
pore, our staff provide Siempelkamp with a
profile in daily business.  

Last but not least, our customers expect
quick answers and reaction times, as well 
as quick delivery times. By expanding our
spare parts warehouse in Germany and in
the local branch offices, we will further
accommodate this customer demand. 

Stefan Wissing
• Born in 1965
• University degree in wood sciences and

business
• 1996 Start of his professional career at

Siempelkamp as a project leader 
• 2001 Sales Director for North America
• 2004 President Siempelkamp LP 

in Marietta/USA, shortly after also 
president for Siempelkamp Canada
(responsible for the sale of new
machines as well as for the service and
spare parts business in North America)

By Dr Silke Hahn
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–    another word for “quick”

The spare parts storage for quick supply

Service with a sense of proportion 
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Another thought about our 
service team: what precisely can 
our customers fall back on?
The first elements in our service chain are
our sales departments in many different
countries. They represent our first point 
of contact to local customers and are
responsible for service and spare parts in
these markets. They know the local 
language and are familiar with country-
specific, cultural conditions – important
factors for our customers! 

Depending on the service needed, we then
employ service technicians and special
teams. Our service technicians travel
around the world to provide our customers
with the support needed in terms of main-
tenance and upgrades. This experienced
team is trained in the fields of mechanics,
electrics, and hydraulics for all our machine
types. Because this service component is in
high demand, we are currently looking for
new personal in order to add to our team. 

Furthermore, we employ several special
teams which concentrate on individual
focal points. One team is specifically
engaged in the field of metal forming.
Because we serve a large installed base
worldwide, this service team and its ex-
pertise are very important to us. 

Another large special department focuses
on electrical upgrades of old plants. This
department has a profound up-to-date
technical knowledge base. A third team
addresses mechanical and hydraulic
upgrades of forming and press lines. These
upgrades often go along with electrical
upgrades. Here, it is important that all
involved teams work hand in hand. The
objective is to quickly and competently 
support customers and to keep their plants
going. 

Where and how do our branch
offices abroad set priorities in their
daily activities when it comes to
Siempelkamp service?
Whether it is in the USA, Asia or Europe,
we have branch offices in all important
world markets and committed personal
working for us there. These teams are
made up of locally hired people as well 
as personnel provided by Siempelkamp. It 
is important and desired to provide 
customers with services in their own 
language and time zone. We are present
wherever the need arises. At the beginning
of March, we opened up another branch
office in Barcelona, the “Siempelkamp
Iberica”. We are also expanding in other
countries. Wherever our future markets will
be – we will be there!

Siempelkamp’s service technicians and
special teams: Working around the globe 
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After being responsible for the
North American market for 12 years
and having worked in the USA for
four years, which impulses for your
own work did you bring home from
the “country of service”, the USA? 
To provide the required support quickly and
accurately and, when doing so, exhibit high
motivation. It is also essential to deliver 
to the customer exactly what is needed. 
This includes immediate feedback on each
request, even if it is only an intermediate
reply. In terms of motivation and tempo, the
Americans are setting important milestones. 

What is your future service strategy,
summed up in one sentence?
That’s easy, ‘Ensure quick response and
delivery times!’

An advertisement for the qualities of Siempelkamp service

A ContiRoll® is being retrofit
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Competitive edge with advanced
technology: Siempelkamp’s integral
concept for the production of thin
boards 

Thin MDF boards are increasingly being used as rear panels for
furniture and as core or smooth surface layers for plywood.

They replace traditional materials such as wet fiberboards or 
plywood for reasons related to cost and environmental issues. 

Thin MDF boards can only be produced economically at very 
high speeds. Siempelkamp guarantees line speeds of 105 m/min
(344 ft/min); however, the plants are designed for speeds of up to
120 m/min (394 ft/min). Next to speed, precision and safety are
desired plant parameters. The Siempelkamp lines for the pro-
duction of thin boards are uncompromisingly designed to meet
these requirements from the mat former bunker to the triple 
diagonal saw. 

Our innovative production process
The following features were all developed by Siempelkamp and are
based on the experience gained from over 200 ContiRoll® press
lines sold.

• Precision inside the mat former bunker: Forming and press-
line precision starts at the mat former bunker. Fiber flow and falling

height are optimized in order to achieve an even cross-wise 
distribution in the bunker. High density spots are thus avoided. 

• Even length-wise distribution: The StarFormer spreading head
with very fine gap settings prevents larger material lumps 
from getting into the mat and ensures an even length-wise 
distribution. A forming accuracy of +/– 2% is achieved for 3 mm
boards. A downstream leveling unit levels the mat surface.

• Innovations for pre-press and compactor: Following an en-
hanced pre-press, a newly developed compactor compresses the
mat to the desired nominal thickness and density by extracting
the air contained in it. The possibility of material lumps is now no
longer a danger to the steel belts.

• No risk in front of the reject nose: If the reject nose is open
and the highly pre-compacted mat enters the ContiRoll® at a
speed of 120 m/min (394 ft/min), the production line can no
longer be controlled due to the firmness of the mat. In order to
prevent this from happening, a special device has been installed
for cutting the mat to any desired length before it enters the
reject nose.

The market for thin MDF boards ranging from 1 to 3 mm demands challenging concepts from
machine suppliers in regards to quality, safety and economic efficiency. Siempelkamp has
developed a special concept for this market which is constantly being improved. Users have
reacted positively to this concept. Seven plants of the latest generation have been sold to
large European wood manufacturers in the last few months!

By Ralf Griesche
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• ContiRoll®at work: The mat is fed into the press. The highly
flexible press infeed section of the ContiRoll® is the core com-
ponent of the plant and is unique in its market. Due to the fact
that the modular upper hotplaten in the infeed section can be
adjusted to any radius, trouble-free ventilation of the mat is 
possible. At this point, it is decided whether a plant is suited for
operation at constant high speeds. This flexible infeed section is
offered only by Siempelkamp. The pressure buildup and therefore
the heating of the mat are freely adjustable. The high surface
layer densities achieved enable the production of boards that
need no sanding! This is supported by the density-controlled
operation mode of the ContiRoll®: Depending on the targeted
weight per unit-area, the press control calculates the optimal
height of the infeed shaft at the press infeed. In this mode of
operation, optimal compacting of the mat is achieved starting
directly at the infeed shaft. All of the above are quality standards
of the eighth generation ContiRoll® press! 

• Sophisticated heat technology: The production of thin boards
also requires a special thermo-technical design of the press 
heating system. The infeed drums are directly heated. Their large
diameters allow for 3.5 mm thick steel belts which immediately
heat the mat to the desired process temperature.

Bildunterschrift

Compactor with mat and press in the background 

StarFormer forming head
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• SicoScan: The integrated SicoScan concept
offers an interaction of measuring tools,
process control and automation tech-
nology. The measuring system developed
by Siempelkamp goes beyond the 
features of a simple measurement device,
and is of benefit for fully-automatic pro-
duction lines which can be coordinated
and maintained worldwide via the 
internet. SicoScan can be integrated 
into existing computers and monitors,
uses synergies and provides a clear 
standardized system. The direct data
exchange via Prod-IQ® ensures an 
additional process evaluation. The ad-
vantages for our customers include less
wood and glue consumption, less waste
and, as a result, lower costs.  

• Multi-diagonal saws: Quick-running
processes require quick-working saws. Our
high-speed saw concept for boards with a
thickness ranging from 1.6 to 70 mm hits
the bull’s eye. This saw concept has a
modular design. It is available as a double,
triple or quadruple diagonal saw. A saw
beam is equipped with two 2-saw 
aggregates arranged at an angle of 30°

• Optimal pressure distribution: Further-
more, optimal pressure distribution inside
the press has to be ensured. Siempel-
kamp has developed several methods to
guarantee this: new pressure distribution
plates beneath the hotplatens increase
the stiffness. Additional pressure cylinders
further improve the pressure distribution
inside the press. Individual distance 
control of the cylinders in the calibration
zone and automatic feed-back from the
board thickness control sensors at the
press outfeed lead to increased pro-
duction accuracy. The press pressure 
control automatically adjusts to the width
of the mat. The frame concept, used 
by Siempelkamp for decades, is another
reason for the unbeatable operating 
precision of the ContiRoll®.

• Optoelectronic control as a safety
instrument: As a final safety measure for
the steel belt, the mat surface in the infeed
area is scanned by a laser control system to
detect any doubling of the mat. When this
control is activated, the pressure cylinders in
the first frame unit immediately reduce
pressure and the press stops to avoid 
damaging the belts.

Thin MDF plants at 
Pfleiderer and Fantoni
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to each other. The saw blades, which can
be operated independently of one
another, are precise and quick. They are
timing-belt or linear-motor driven. At a
feed speed of 3,000 mm, even short
boards with a length of 1,800 mm can be
cut. The standard saw design has a height
of 8.5’, special designs can come with
heights of 5’ and 10’. 

• Clipper for thin boards: For the ex-
clusive production of very thin boards 
(0.8 to 3.5 mm), we offer a board clipper
as an alternative to multi-diagonal saws.
The use of this cross cutter in plants for
the production of corrugated cardboard
has proven itself. Now it is also used 
successfully in board production. Two
rotating cutter bars cut the boards with a
feed speed up to 6,000 mm/sec – for
boards with a length of 600 mm at 
3,000 mm/sec. 

• Overlapped board transport: For more
efficient transportation and stacking, the
boards are arranged in an overlapping
manner after leaving the cooling 
system. The high transport speeds of 

the individual boards are thus reduced.
The advantages: at a given speed the
throughput is higher and large stacks can
be compiled quicker. Furthermore, the
handling of the boards is simplified, and
they are safely stacked without damage
in the downstream stacking boxes.

These features demonstrate that Siempel-
kamp creates quality for holistic concepts
and never stops improving them for the
benefit of the customers!

Boards are stacked overlapping 

Triple diagonal saw

Overlapping
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Majestic ocean liners such as the Queen Mary and the Freedom of the Seas stand for stylish romance when it

comes to cruise traveling. A glance into the production spectrum of our Foundry shows that these travel dreams

can melt like ice-cream without solid Siempelkamp technology.

Both of the aforementioned luxury liners are powered by 
aggregates, the crankcases of which are cast by the Siempel-

kamp Foundry. The V 46 large engine housings with a 460 mm 
(18 in) cylinder bore for up to 18 cylinders are cast in Krefeld and
are then used by our customer Wärtsilä in cruise ships. The leading
provider of solutions for ship drives has been utilizing Siempelkamp
casting technology since 1989.  

Siempelkamp manufactures 35 to 40 type V 46 engine housings
for Wärtsilä each year. Additionally, 100 of the smaller V 32 engine
housings are cast each year. Both numbers are increasing. The
demand for the V 32 housings has doubled over the last three
years, the demand for V 46 housings has increased by 50 percent. 

“By improving our technologies, we provide lifecycle power solu-
tions that advance the business of our customers and benefit the
environment,” states the mission statement of Wärtsilä. Siempel-
kamp solutions hit the mark because they support the high
demands of the Finnish company that was founded in 1834. 

After all if a ship’s engine does not function correctly the ship can
become unable to maneuver. To prevent any malfunction special
knowledge for each phase of the production process is needed.

From the implementation of the supplied drawing to an unfinished
castings drawing, to the careful creation of a pattern, to the cast-
ing, to the precisely performed work in the fettling shop, Siempel-
kamp bundles excellent specialized knowledge in many different
areas to achieve an optimal result for its customers. 

Unique selling point: Active cooling 

The geometrical conditions and wall thickness differences are par-
ticularly challenging when it comes to engine castings. “When thin
and thick walls of a casting meet, the cooling process becomes a
challenge,” states Stefan Mettler, managing director of Siem-
pelkamp Foundry. To counteract residual stress in the course of this
complex process, the Krefeld experts have developed a cooling
concept that is unique to the market – the so called “active cooling
process!” 

This cooling is based on a pipe system which is attached to the
mold. “During the casting process, heated air can be supplied via
this system. The result is that the casting is not cooled abruptly, the
temperature differences in the mold are reduced, and the stress-
relief annealing is omitted,” explains Stefan Mettler. 

Large engine component 
construction at Siempelkamp
Foundry 

The solution
to staying
cool!

By Stefan Mettler
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and the V roofs with a weight of 38 t (42 US ton) each are true
heavyweights, which prove Siempelkamp’s potential in regard to
casting technology. 
In addition to the V engine components for Wärtsilä, Krefeld 
produces casting parts for the engines of MAN B & W. This manu-
facturer of diesel engines for ships headquartered in Augsburg
and Kopenhagen is a provider of large, high-performance com-
bustion engines with capacities between 430 and 97,300 kW. 
The first paragraph of this article emphasizes that engines cast by
Siempelkamp prevent cruise ship passengers from sweating.
Indeed, the air conditioning on board a cruise ship requires 35 to
40 percent of the energy produced, which is the second largest
amount of energy after propulsion!

Engine component inside the fettling shop

Casting

Cruise ships need solid manufacturing

Ship’s diesel engine made by
Wärtsilä company, Finland

Thriving markets

V-engines are highly reliable drive aggregates not only for giant
cruise vessels. The navy and the merchant fleets also utilize these
generators of electrical energy. A large commodity flow exists
between Asia and the Western world. 35 percent of all Chinese
exports alone are destined for the USA. Korea has become the
world’s largest shipbuilder. Drive aggregates incorporating com-
ponents cast in Krefeld are becoming increasingly popular there. 

Additional markets for engines with Siempelkamp Foundry cast
parts are the areas of energy conversion and power plants. Our
casting technology is also applied in sea water desalination
processes in arid regions and states bordering the Mediterranean
Sea. Nuclear power plants, hospitals, and shopping centers require
power around the clock, and therefore have a high demand for
emergency aggregates. 

A portfolio with a profile

Siempelkamp Foundry casts engine components including 6 to 20
cylinders with a weight ranging from 3,000 to 84,000 kg (3.3 to 
93 US tons). In 1996, a unique record was set with the production
of the world’s largest V-engine ever. In the course of three months
a prototype V 64 engine with a 640 mm (25 in) cylinder bore was
manufactured. The limits of what is technologically possible were
reached with the production of this engine. The dimensions of the
casting were so enormous that the crankcase and both of the V
roofs had to be cast separately. The 61.5 t (67.8 US ton) crankcase
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New business division NIS Ingenie  urg
Nuclear technical services at the hi ghe

In October 1, 2007 the business division “NIS” of NUKEM Technologies, the French Nucléaire S.A. (ANSA),

its employees and all its assets were sold to Siempelkamp Nuleartechnik GmbH in Krefeld, Germany. The new

company is fully owned by Siempelkamp and operates idependently as “NIS Ingenieurgesellschaft mbH”.

SIEMPELKAMP | NUKLEARTECHNIK

NIS, founded in 1969, offers a broad range
of products. In order to become an in-
dependent expert for fuel element pro-
duction, NIS was separated from the
Hanauer nuclear facility at the end of the
sixties. Thus, it was possible for the com-
pany to enter the market without any ties
to a particular manufacturer or product. In
the beginning, NIS was associated with the
energy service provider Lahmeyer AG. After
that NIS became a part of the RWE group
and then eventually a part of NUKEM. Since
October 2007, the company has belonged
to the Siempelkamp Group. 

Competence spectrum with 
farsightedness 

At the end of the nineties, NIS started to
include products in their portfolio from out-
side the classic field of nuclear technology.
These products included process informa-

tion systems, programming and data pro-
cessing. “It was and is our objective to be
state-of-the-art. We cannot achieve this
goal with products related only to 
nuclear technology,” states Peter Hildwein,
managing director of NIS Ingenieur-
gesellschaft. NIS expanded its portfolio
from planning fuel element applications 
to engineering consulting to a classic 
engineering and planning business. 

One of NIS’ specialties is the implementa-
tion of software-supported diagnostic 
systems. The Condition Monitoring System
STUDIS provides precise online load 
statistics for turbine generators, pumps and
drive units. The effect: “Next to the primary
tasks including condition monitoring, early
problem recognition, and fault analysis, the
system supports the operator in using his
equipment to an optimum, avoids un-
desired operating conditions, and last but

not least, helps to run the plant safely and
economically,” says Peter Hildwein. 

A winning team with character 

Not only the portfolio, but also the NIS per-
sonnel have been enjoying a good reputa-
tion. In German nuclear power plants NIS
teams are welcome specialists. This image is
based on a high and diversified degree of
education of the NIS employees and is the
result of good cooperation with nuclear
power plant operators. Our motto is based
on a “cooperative exchange of informa-
tion.” There is a permanent exchange
between the broad operational experience
of our team and our customers’. Energy
providers benefit from this network of
knowledge. After all, NIS is the perfect 
link between power plants and their
administrative centers.  

Diving mould carrier

By Dr Silke Hahn

Left: Reactor basin

Right: Mould carrier MZFR-Karlsruhe
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In addition to the NIS performance
spectrum, the new colleagues from
the former ANSA are considered
highly qualified employees and
service specialists. What is required
of this fine selection of experts?
Peter Hildwein: ANSA focuses on remote
control techniques. Well-founded electro-
technical and mechanical training is the 
prerequisite for these technologies. The a
bility to convert two-dimensional screen-
shots into three-dimensional hand-con-
trolled motion-sequences is also important.
This conversion is required when it comes to
the operation of electrical master-slave
manipulators, as well as remote-controlled
manipulator vehicles, excavators, and
crawler-type vehicles. This is a talent that is
extremely important in our areas of business. 

Which elements in your range of
products are most appreciated by
energy providers?
Peter Hildwein: For one, our vector in-
dependence. We supply customized 
systems and equipment and carry out the
dismantling of complex systems in nuclear
power plants. Our customers benefit from
economical resource management and
budget-friendly solutions. We buy standard
hardware systems, partly from different
manufacturers, at a bargain price. How-
ever, we provide the programming, control
systems, and design. The result is a 
customized concept composed of existing
resources, low priced hardware and our
expertise.

Finally, a look into the future: 
in what areas will NIS score with 
customers in the future?
Peter Hildwein: Our market has expanded
and opened up so that we have new target
groups and prospects. We will continue to
fine-tune our existing portfolio and are
working on establishing proven products
on international markets. For our dis-
mantling technology, we would like to
mature into a standard product. Last but
not least, we want to use our special 
custom knowledge to provide our 
customers with better operation-specific
solutions.

NIS – a broad spectrum:

Information technology and consulting – examples:
• Process information systems for power plants
• Process information systems for industry and public 

authorities
• Emission monitoring systems
• Stationary turbine condition monitoring systems
• All services connected with nuclear physics
• Fuel element waste management 
• Determination of costs for the decommissioning of nuclear

power plants

Plant engineering and consulting – examples:
• Radiation protection, site assessment technology and free

release measurements
• Operational support for nuclear power plants by engineering

service personnel 
• Dismantling of large reactor components and internal fittings

as a general contractor

Manipulator carrier 
MZFR-Karlsruhe

Plasma burner

Waterfall chart (Turbine
generator vibration)   

sruhe

Core competences:

Three questions for Peter Hildwein,

Managing director of NIS Ingenieur-

gesellschaft mbH
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Introduction

In order to safeguard the safe handling of radioactive waste in the
course of transportation and storage, there is a wide spectrum of
containers of various constructions, shielding levels, shapes and
sizes for the utilization of the users. Depending on the require-
ments made, there are various types of material such as steel
plates, reinforced concrete and ductile cast iron material available.

The particular requirements in the individual case are defined
essentially by the traffic laws, the laws covering the treatment of
nuclear material, and radiation protection legislation, as well as 
by the storage conditions of the storage locations. According to
these particulars, the containers must, for instance, guarantee –
depending on the level of radioactivity – the necessary degree of
radiation shielding and density, and they must satisfy certain
integrity criteria – under consideration of defined transportation
conditions and accident scenarios. Accordingly, they are classified
as “Industry Dispatch Units (IP)” or dispatch units of “Type A” or
“Type B”.

In the container spectrum described, what is called the “MOSAIK®

Container” plays an extraordinary part. It has been possible to add
another milestone with the completion of the 5,000th container on
December 6, 2007. This fact makes the MOSAIK® container the
most successful nuclear container worldwide.

The German term is an abbreviation of German words: “MObiler
SAmmelbehälter Im Kernkraftwerk” (mobile collecting container in
the nuclear power plant), and means a transportation/storage 
container made of ductile cast iron. This type of container is in 
particular suited for medium-active waste, such as broken up 
structural components of nuclear plants, dried ion exchange resins
or evaporator concentrates. This container family with interior 
volumes ranging from 200 to 490 liters can be used in many
instances, with different wall thicknesses and, if required, with
additional lead inserts for raising the shielding level. Usually, it is
designed for Type B packaging leading to a set of special test
requirements. A large MOSAIK® container with the designation
“80 T” can, in addition, be used for the transportation of full-
channels and rod control elements from advanced boiling water
reactors.

Technological development

After a development phase in the course of the years 1978 and
1979, the construction of the prototype was started in 1980 on the
basis of the so-called MOSAIK® III design, with a cast wall thickness
of 80 to 180 mm and using the sand cast process.

On June 28, 1983, the initial casting of the type MOSAIK® I in a 
longitudinally segmented full mold was produced. The body of the
container was reinforced by a lead insert (wall thicknesses up to 

5,000th MOSAIK® container – a success story

MOSAIK® container Preliminaries for a Transport of MOSAIK® containers
Type B (U)

Top: Interim storage of MOSAIK® containers
Bottom: Underwater loading of MOSAIK® containers

By Dr Wolfgang Steinwarz, Siempelkamp Nukleartechnik GmbH, and
Hans-Jürgen Blenski, GNS Gesellschaft für Nuklear-Service mbH
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90 mm) cast into the ductile cast iron shell, while a sand core was
utilized. 
The first type B acceptance of a MOSAIK® of the II-15 U type was
carried out in 1991.
Our MOSAIK® production began in 1980 with a run of ten containers;
it reached its current maximum in 1993 with 483 containers 
and settled in 2007 and for the planned following years at 
approximately 250-300 units per year.
As a matter of course, some details in the field of casting tech-
nology have been changed over the course of the years; some
minor changes have been introduced as regards composition and
characteristic technical features of the cast iron material to achieve
the current specifications for today’s ductile cast iron of the type
GJS-400-15C. Last but not least, the coating quality has been
greatly improved.
The cast product remains, of course, as the central event of pro-
duction. Thus within a very short time all prerequisites are delivered
for the final quality product.
As a further highlight of the manufacturing process, the use of
recycling material is to be mentioned. Since 1989, the so-called
decontamination melting process has been used at the CARLA
Plant in Krefeld for the treatment and utilization of weakly radio-
active metallic residual materials.
In the course of this process, a reduction of the waste material
down to approximately 5% of the starting volume and a lowering
of the contamination degree is achieved. The material reprocessed
in this way is used again in particular in the form of ingots for the
production of MOSAIK® containers, which is of great advantage in
the process efficiency both for the customer and the manufacturer.
The proportion of the recycled material depends on the quality of
the starting material and the requirements the containers have to
meet. Usually, the proportions range in the case of the MOSAIK®

containers at about 25%, which value in the course of the years
will result in a recycling mass containing a total of more than 5,000 Mg.

This recycling path ideally combines economical utilization of the
resources with a residual activity remaining in the nuclear circula-
tion, and it thus contributes to the reduction of the volume in the
final storage and of the costs involved.

Basic properties of the materials and Quality Assurance

The MOSAIK® container is a type of container which has to meet
the requirements resulting from the transportation and storage
conditions. This fact entails in particular special characteristic 
features in terms of quality for the material, and these characteristics
are completely met by cast iron with spherical graphite of the type
GJS-400-15C according to DIN EN 1563. The ferrite microstructure
with built-in spherically formed graphite elements ensures a 
corresponding behavior of the container material. Responsible 
for this fact are in particular the content of carbon, which at
approximately 3.6% is relatively high, and a chemical analysis
refined in detail, with particular trace elements. An essential ad-
vantage is the monolithic structure of the container body, which
effectively under the motto “everything made of one cast” fulfills
the requirements of safe enclosure and the shielding without any
additional seams.
The suitability of the material is proven in the framework of ex-
perimental test series and safety analyses.
The mechanical characteristic values of the material to be guaranteed
are determined by samples obtained by means of the hollow
drilling technique which have been taken from the centre of the
cylinder wall. 
A detailed program with ultrasonic testing, overload and tightness
testing and other additional measures, as well as a far-reaching
manufacturing qualification, ensure comprehensive quality assurance.
On the basis of these particulars, it has been possible to establish
the MOSAIK® container as one of the central instruments of a safe
and secure disposal process.

MOSAIK® casting arrangement Top: “CARLA” – Recycling of low active
metallic waste
Bottom: Microstructure of the ductile cast
iron material with embedded graphite 
elements

800 m drop test of MOSAIK® container (1983)
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Particleboard line for Japan Novopan

First board in March of 2008!

In November of 2006, Japan Novopan Industrial Ltd. ordered a Siempelkamp particleboard 
line for the company’s plant in Sakai. Sakai is located on Osaka Bay. In March of this year,
this project, which best supports the recycling philosophy of the leading particleboard 
manufacturer in Japan, was completed and the first board was pressed. Siempelkamp 
supplied most important components for this project, from the custom-made ContiRoll®

to the particle dryer.

By Michael Bischof
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Novopan Japan, a very important player
in the Asian wood-based materials

industry, was founded in 1956 and 
produced its first board according to the
Fahrni process in 1960. In the following
years, Japan Novopan continued to focus
on technical innovations, for example, on
the installation of a 15-daylight press in
Sakai, Western Japan. Up to this day this
press produced the largest capacity of PB in
Japan. The company has now decided to
purchase Siempelkamp products for the
ongoing modernization of the Sakai plant.

1st step: an energy plant with optimal
recycling potentials

The first step towards turning Sakai into a
location that is fit for the future was to
build an energy plant which would operate
on waste materials from production. Up
until 2007, Sakai did not have an energy
plant which could be fueled with wood
waste materials useless for particleboard
production. Instead a gas-fired LPG plant
supplied the necessary energy for pro-
duction. As far as the company’s orientation
towards recycling is concerned, this type of
energy supply was counterproductive.
Japan Novopan buys scrap wood, for example
from torn down houses or minced pallets.
After metal and sand removal, this wood is
processed on knife ring flakers to high-
quality particles used in particleboard pro-
duction. The waste materials unsuitable for
particleboard production had to be trans-
ported off to external users because Japan
Novopan, up to 2007, did not have an

energy plant that could utilize these 
materials. 

In order to close the value creation chain,
Japan Novopan decided in 2002 to build an
energy plant fired by wood waste materials.
After a four-year planning phase, the com-
pany received the official building permit in
2006. “Sakai has a population of over
800,000 people and a population density
of over 5,500 people per km2. That made it
difficult to receive a permit for the burning
of wood waste materials. The long and
labor-intensive preparation is behind us. For
example, we had to eliminate the doubts
and reservations that the neighboring cities
had,” describes Taku Yamamoto. 

In 2006, all organizational obstacles were
overcome and at the end of 2007 an
energy plant was built. 220 tons of burned
waste material daily result in a capacity of
6500 KW, enough to meet the needs for
the Sakai plant and enough to sell a surplus
of 500 to 1000 KW. The energy plant is
highly efficient for the following reasons:
first, it uses recycling products to operate;
second, the location gains autonomous 
status in regards to energy supply, and
third, a return is generated by selling the
energy surplus!

2nd step: the new press line for best
market penetration

After the foundations for an economical
operation of a press line were laid, Siempel-
kamp received the order. The new energy

Group pictures in Krefeld (left) and on the construction site in Sakai

The Novopan plant 
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plant was only the first step on the way to
making the Sakai location fit for the future.
Novopan Japan holds several aces. “We are
the only particleboard manufacturer in
Japan to operate plants in both Western
and Eastern Japan. For this reason, we 
are able to serve both market sectors 
efficiently,” says Taku Yamamoto. Another
unique selling point, “We are the only
Japanese producer of MDI-bonded particle-
boards, if not the only one in all of Asia.”
The utilization of isocyanate (MDI) allows
production of formaldehyde-free panels
which are fulfilling the Japanese F****-
standard the strictest standard in the world
regarding formaldehyde emissions. Further-
more, the MDI supports the production of
high-quality panels regarding mechanical
and physical properties. 

The scope of supply for the new line con-
sists of an entire forming and press line,
including forming conveyor, mat scale,
moisture measurement system, electro-
magnet, pre-press, metal detector, mat
spraying and mat rejection. The subsequent
ContiRoll® press has a length of 37.1 m. The
press is 7' wide and can be adjusted to 6'.

The press is designed for a high specific
pressure of 600 N/cm2, manufactures
boards ranging from 8 to 40 mm and has a
maximum feed speed of 650 mm/sec. With
a board thickness of 15 mm, more than
1,000 m3 of particleboard will be produced
daily in the future. Next to the Minifog fine
water spray system, a cleaning device for
the steel belt is installed and can be used
for the cleaning of the belt during pro-
duction of Isocyanates-bonded boards.
With ProdIQ®, Siempelkamp supplied the
central control technology. ProdIQ® collects
the data from the line, as well as of all
upstream and downstream machines of
different suppliers, and provides the plant
management with an automated reporting
system.   

The indirectly heated wood particle dryer by
the Siempelkamp subsidiary Büttner is
another component of the plant and is also
fueled by the Sakai energy plant. Büttner is
the market leader for industrial drying tech-
nology with 1,800 systems sold worldwide.
In Japan, the drying concept includes steam
regulation controls, a condensate recovery
system, safety installations, the piping, and

the complete switching and control system.
This is the second time that Novopan has
purchased Büttner products. In 2002, 
Buettner supplied within a very short time
two replacement installation kits for tube
bundle dryers to the Novopan plant in
Tsukuba. This order represented a complex
special design because the dryers had to be
customized to a system from a different
manufacturer. Today Novopan is the owner
of an updated dryer with a high level of
operational reliability.  

Our products provide Japan Novopan with
a reliable foundation for the production of
furniture and construction particleboards
ranging from 9 to 35 mm. The mechanical
properties of the construction particle-
boards have to withstand high demands in
regards to bending strength. Therefore,
Novopan manufactures construction boards
with different density grades from 700 kg/m3

and 800 kg/m3. 

After the first board was pressed on 
March 8, 2008, the complete spectrum of
board sizes, densities, and types was 
produced during an intense three week

ContiRoll® press line at a glance Photos from the plant 
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one-shift test run. The test proved that the
new plant met all requirements and that
the board quality was excellent. Already
during the test phase, immediately 
after production started, the contractual
capacities were exceeded and the high
demands on the thickness tolerance were
met. Part of the one-shift test run was the
verification of the maximum pressing force
of 600 N/cm2 and the testing of different
safety functions such as the emergency
power operation. After the test run was
completed, three-shift operation was
started.  

Novopan unites: 
The milestone in particleboard technology

In 1956, Novopan Japan acquired the license for the Novopan
process which its developer Fred Fahrni allocated only once per
country. Siempelkamp, too, has been closely connected to this
milestone in particleboard technology since this time. 

The process was developed by the Swiss Fred Fahrni in 1942.
Fahrni was looking for ways to utilize wood waste materials in
the production of wooden boards. The result was the Novopan
board, both compact and light at the same time. This board was
made up of three layers and had a raw density of 600 kg/m3. 

After World War II, Fahrni’s process was in high demand. The
first Novopan plant was built in Klingau, Switzerland, in 1946. In
1948, Siempelkamp came into play. Fahrni and the Krefeld com-
pany entered into a contract. Siempelkamp obtained the license
for the supply of press lines for particleboard plants according to
the Fahrni process. Only one plant per country was to be built
because Fahrni gave the license for his process to only one com-
pany in each country. The former Eastern Bloc countries were an
exception to this rule. As a supplier for plants Siempelkamp
could act as it pleased in those countries. 

Japan Novopan acquired the Novopan patent in 1956 and 
produced the first board according to the Fahrni process in
1960. According to the Fahrni principle the Japanese manu-
facturer has utilized wood waste as raw material for board pro-
duction since 1994.    

View from the ContiRoll® to the forming line 

Japan Novopan location in Sakai
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