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For more than 25 years our magazine has informed readers about our products and projects, has provided exciting stories about
trendsetting production processes, and reported regularly about our investments in innovations. 
We have been in business for nearly 125 years and continue to trust in the marketability of our products and services. 
The focus of this anniversary issue is on a few of our recent success stories. For example, the first wood-fiber insulating board line
based on a newly developed method was sold to Gutex in Waldshut-Tiengen. This line is able to operate more cleanly and more
economically by using a continuous dry manufacturing process with machines that were especially designed for this purpose. 
An innovative solution of a different kind is provided by Büttner. Büttner has developed a dryer design that allows the assembly
of component parts directly at the customer site. This design provides completely new possibilities for dryer dimensions.  
The new safety system “Core Catcher” developed by Siempelkamp Nuclear Technology will hopefully be implemented in many
nuclear power plants in the future, because he can master a (hypothetical) core melt accident. 
These exemplary success stories reveal our latest technical achievements and the one-of-a-kind machines that continue to set
Siempelkamp apart from our competition, and they explain our position in international markets.  
The productivity and quality of older lines can also be improved through innovative measures. Customers who extend their 
ContiRoll® press lines or upgrade their lines with our preheater ContiTherm achieve increased productivity. The results of such
modifications have a positive effect on a company’s market representation. 

In China, where we have now been present for 50 years, we are facing great challenges. In this huge growth market we are
represented by our production site in Wuxi. Siempelkamp Maschinen- und Anlagenbau has established its own manufacturing
center for the production of supply parts for forming and pressing lines. By manufacturing in China we are able to offer 
quality parts at an attractive cost worldwide. To learn more about the Chinese market we purchased  a market survey from BIS
Shrapnel, Australia. As an exception, we were allowed to print for you the latest results of this survey.
Another article in this Bulletin will take you on a journey to Turkey, a country with a long Siempelkamp tradition.  
70% of all installed continuous press lines for the production of wood-based products in Turkey are made by Siempelkamp. This
article will inform you about the latest installed lines and about the Turkish market situation. 

I am convinced that the articles in this latest issue will interest you. Thank you for your continued interest in Siempelkamp. I wish
you pleasant reading! 

Sincerely,

Dr. Ing. Hans W. Fechner

Dr. Ing. Hans W. Fechner

Chairman of the Executive Board

G. Siempelkamp GmbH & Co. KG
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Measured by its gross domestic product, the
Turkish economy grew by 8.9% in 2004

and 5.1% in 2005. Forecasts predict a growth
between 5–6% for 2006. Though there might
be some indications that it could be difficult to
reach these numbers (a slow-down of the
tourism boom, for example), the economic out-
look for Turkey continues to be excellent. 

Siempelkamp has been delivering machinery to
Turkey for 40 years. Siempelkamp presses for the
production of wood-based products helped con-
siderably with the economic upturn in this indus-
try. The successful cooperation between Siem-
pelkamp and Turkey began in 1966 when the
first multi-daylight press for the production of
particleboard was delivered to Istanbul. Just 20
years later, in 1984, Siempelkamp delivered the
first multi-daylight press for the production of
MDF to the Turkish wood-based industry. Since

then the demand for Siempelkamp presses in
Turkey has grown continuously. Eleven of the fif-
teen existing continuous presses in Turkey are
made by Siempelkamp. The capacity of all Siem-
pelkamp ContiRoll® presses alone supplied to
Turkey between 1994 and 2005 amounts to 2.5
million m3 per year. A twelfth ContiRoll® has
already been ordered. 

The Turkish wood-based products 
industry: a European player
On our journey to the large wood-processing
plants in western Turkey, we found out how the
Turkish market presents itself in view of the
wood-based products industry, especially with
regard to MDF and particleboard production.
The Siempelkamp delegation was accompanied
by Mr. Michael P. Krocker from GIM Export, a
Siempelkamp partner for many Turkish plants, and
Ms. Dilek Gür, the interpreter from GIM Export.

First, a general overview: The total MDF capacity
in Turkey amounts to 2 million m3 (second* place
in Europe). 90% of this capacity is used on the
domestic market. Since 2001 the MDF produc-
tion has risen by more than 40%. Half of the pro-
duced output goes directly to customers in the
industry and is mainly used for furniture and inte-
rior finishings. The other half is supplied via
wholesalers to carpenters and other end users.
70% of all MDF boards are laminated. About
four-fifths of this amount is used in the furniture
industry. One-fifth is used as building products,
such as laminate flooring. 
With a market share of 7% in the total European
particleboard production, Turkey comes in sixth
place* with its 2.3 million m3 output. 90% of the
Turkish particleboard production is used in the
home market. The allocation of the boards for
further processing is similar to that of MDF prod-
ucts. The total capacity, with an estimated 

2.7 million m3, is clearly above the domestic con-
sumption. 

The enormous capacity expansion of wood-
based products is to a large extent a result of the
72 million Turkish people. 50% of the Turkish
population live in the congested areas in western
Turkey where industrial development expands
much quicker than in the poor and isolated
regions in the east.

High building activities as well as a well function-
ing furniture industry also contribute to the
increased demand for wood-based products.
Approximately 125 large businesses and 22,000
small businesses (with fewer than ten employees)
manufacture furniture. The Turkish furniture
industry is privately owned and operated.  
The furniture industry employs approximately
250,000 people and produces furniture with a

total value of approximately F 1.9 billion. About
10% of the entire furniture production goes into
exports.  

The population increased by 1.4% in 2005. Dur-
ing previous years the increase was at least 3%.
Turkey is a country with many young people. One
third of the population is still under 15 years of
age and approximately 16 million people are
between the ages of 16 and 25. These numbers
are clearly noticeable. Wherever you look, you
are surrounded by young people. 

As a result the private and public building industry
prospers. The furniture industry, as well as the 
interior finishing sector, also benefit from such
demographic figures. Turkey is therefore a country
with a great future for the wood-based products 
industry. 

Apart from all the discussions about a possible future membership

of Turkey in the European Union, the country situated on two 

continents, Europe and Asia, has enjoyed a steady economic

growth. Even though this development has slowed down a little

recently, experts agree that the economic future belongs to Turkey. Waiting  for fresh impetus 
By Ralf Griesche

* figures taken from EPF 2004
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Peak performance at Kastamonu 
Entegre A.S.
The wood-based products industry is located
close to raw material sources or the ports of
transshipment respectively, i.e. close to the
Northern parts of western Turkey and along the
Black Sea coast. We began our journey in Izmir, 
a metropolis close to the Aegean Sea. The com-
pany Kastamonu Entegre A.S. built a new plant
in Balikesir, halfway between the cities Izmir and
Bursa. A particleboard line with a daily capacity
of 1,200 m3 was erected on 60,000 m2. The main
supplier for this line was the Siempelkamp Group
and its affiliated companies. 

The plant manager Hüsnü Celen welcomes his
visitors with typical Turkish hospitality. He points
out with pride the current line output of approx-
imately 1,600 m3 per day. This number speaks for
the high performance of the line as well as for
the professionalism of the 220 employees oper-
ating it. These figures are also remarkable
because the line only begun operation last fall. 

“We are very satisfied with our latest plant in
Balikesir,” Celen notes and adds enthusiastically,
“We started with the construction of the plant at
the end of 2004. The assembly of the line began
in March 2005. It was hard for us to believe that
we were already able to press the first board on
September 26, 2005. And then, only one month

later, we were already able to work in a continu-
ous three-shift operation!” 

It doesn’t come as a big surprise that right after
the chip production, the Siempelkamp subsidiary
Büttner comes into play. Büttner is responsible for
the entire chip drying system and the company’s
technology decides on the quality of further chip
preparation. The chip preparation is then put in the
good hands of PAL (chip screening and fraction-
ing) and IMAL (gluing). The forming line is also
made by Siempelkamp. The heart of the press line
is a ContiRoll® continuous press for 7 ft x 42.1 m
particleboard. A cooling and stacking line, made
by Siempelkamp Handling Systems, is installed
downstream of the press line. A fully automated
sanding line and an intermediate storage from the
same maker complete the raw board production. 
Chief engineer Hasan Akpinar monitors the per-
formance of the equipment. He is also responsi-
ble for the finishing of the boards, which primar-
ily includes the production of 18-mm laminated
particleboards for furniture and 30-mm particle-
boards for countertops. 

Kastamonu Entegre A.S. also manufactures
wood-based products in Gebze, Turkey. The plant
in Gebze operates an older continuous MDF line
(from 1994), a smaller MDF ContiRoll® 7 ft x 20.5
m continuous press (from 2002), and a Siem-
pelkamp multi-daylight press. The main plant

located in Kastamonu has been producing parti-
cleboards on a Siempelkamp multi-daylight press
since 1974. The company also has several pro-
duction sites in foreign countries. At its location
in Bulgaria, a multi-daylight press manufactures
particleboard. In Rumania, the company runs two
door skin lines and a plywood line. Kastamonu
Entegre A.S. is also proud of their six short-cycle
presses, their new line for direct printing on MDF,
the two glue plants, the two flooring lines, and
the in-house impregnation equipment. Since
2005 Kastamonu Entegre A.S. has also had a
production site in Bosnia. At the present time this
plant only produces kraft paper. 

Wood shortage - a big concern
The management of Kastamonu (a company
belonging to HAYAT HOLDING A.S.) operates out
of Istanbul. Here, in this fascinating metropolis,
the main shareholder A. Yahya Kigili and manag-
ing director Haluk Yildiz discuss their concerns
about the Turkish MDF and particleboard market.
While two years ago the amount of manufac-
tured wood-based products was fully consumed
by the domestic market, today the supply 
is larger than demand. Accordingly the produc-
tion capacity is currently running at only 70%. 
Kigili notes, “The selling prices of F 110 per m3

particleboard and F 190 per m3 MDF board are
comparable to German levels. However, if you
consider that we have to pay up to F 100 for one

ton of wood, there is not much left in the end,
especially since our energy costs are also higher
compared to the rest of Europe.” 

The reason for the high wood prices is the fact
that Turkey does not have large forests. On top
of that, Mr. Yildiz explains, in many parts of the
country wood is unfortunately still used as a
combustible in private households.  

Meager soil and the partly extreme climate make
it hard for trees to grow. Companies of the wood-
working and wood-processing industry support
the reforestation endeavors of the government
by donating money to a voluntary fund. The goal
is to make plantation growth possible in the near
future. Until then, Turkey will depend strongly on
wood imports, mainly from the Balkan countries,
but also Russia and the Ukraine are becoming
increasingly important.  
In times of stagnating sales, which are partly the
result of the successful fight against inflation,
Turkish companies start to increasingly think
about other new markets. Value-added products
such as furniture boards, laminate flooring,
wood strips, wood molding, and doors of any
kind are given strategic consideration. In light of
the population development and the backlog of
demand for furniture and flooring materials,
value-added products will have an increasing
demand in the years to come. 

High efficiency cyclones 
at Kastamonu Entegre A.S.

The forming line at Kastamonu Entegre A.S.

Screening by PAL

Stacking and sorting the boards Yahya Kigili, President and Haluk Yildiz,
General Manager (f.l.t.r.) at Kastamonus’
head office in Istanbul

Dilek Guer, Selim Soykut, Yücel Kaymaz, Hüsnü Celen, Hasan Akpinar, Michael P. Krocker (f.l.t.r.) 
on the ContiRoll® at Kastamonu Entegre A.S., Balikesir
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Value-added products from Starwood A.S.
On the second day of our journey, with its desti-
nation Kocaeli, we had a meeting in Inegöl. Inegöl
is part of an area where Turkish tribes once settled
and later founded the Ottoman Empire, and it is
the location for Starwood A.S. At Starwood, the
employees of Mehmet Yildiz and his son Hüseyin
produce a daily output of 1,400 m3 on a particle-
board line. Siempelkamp delivered the forming
and press lines as well as the cooling and stacking
lines. The heart of the plant is a ContiRoll® con-
tinuous press for 6 ft x 47 m particleboard, which
was completed in 2004. The customer is still
impressed remembering how quickly the line was
able to be put into a three-shift operation. All par-
ticleboards at Starwood are laminated. 
For both businessmen, the large ContiRoll® is not
their first encounter with Siempelkamp. The inno-
vations of the Krefeld market leader were in
demand as early as the mid-nineties. In 1993 Star-
wood ordered an 8 ft x 23.5 m continuous press
from Siempelkamp. These board dimensions were
common at that time. According to Mr. Michael P.
Kroker from GIM, Mr. Mehmet Yildiz started the

Turkish “run” for this proven technical product
when he decided to go with Siempelkamp in
1993. 

In the past, in addition to the particleboard plant,
Starwood A.S. operated plants for the produc-
tion of plywood, a saw mill, a CPL production
line, and a furniture and countertop production
line. “We have to concentrate again on the pro-
duction of our core product on state-of-the-art
machinery,” Mr. Mehmet Yildiz decided approxi-
mately seven years ago. Today Starwood is exclu-
sively manufacturing particleboard with a daily
output of approximately 2,500 m3. All boards are
laminated on a short-cycle press with in-house
produced decorative papers. 

LDF by the giant door manufacturer 
Yildiz Entegre A.S.
Yildiz Entegre in Kocaeli was the next stop on our
journey. Mehmet’s brother Fehmi Yildiz is the
owner of the second-largest family business in
the Yildiz dynasty. Originally this part of the busi-
ness focused only on the chemical industry and,

up to today, it is the largest manufacturer of urea
glue in Turkey. The company did not enter the
MDF production until the year 2000. The first
MDF line with a ContiRoll® 7 ft x 55.3 m contin-
uous press started operating in 2002. Another
identical line started production not too long
ago. Both lines combined will produce at least
2,800 m3 daily and Yildiz Entegre is therefore the
worldwide largest MDF production site under
one roof. Another impressive fact is that despite
the high plant capacity the line is not run for
mass production. Instead the focus is on the
profitability of processing raw boards.  

The new MDF plant with a ContiRoll® 7 ft x 55.3 m
continuous press has been running since fall of
2004. The forming line, as well as the mat pre-
heater ContiTherm, are also made by Siem-
pelkamp. Siempelkamp affiliated companies 
supplied the drying system (Büttner) as well as
the cooling and stacking lines (Siempelkamp
Handling Systems). The complete planning and
the technological start-up of the plant were also 
carried out by Siempelkamp. 

The preheater is a technological masterpiece.
Combined with the exceptional press length it
clearly underlines the strategy of Fehmi Yildiz and
his sons Hasan and Hakki to produce LDF with a
large thickness. 

At Yildiz Entegre A.S. the focus is on board finish-
ing. With a material thickness of 40–60 mm,
light MDF is almost predestined for door produc-
tion. A basic sheet weighs only 38.5 kg but is still
stable and machinable. With its production of
3,500 doors daily, Yildiz Entegre A.S. is also the
largest door manufacturer in Turkey. 

There is still more to add when it comes to finished
products. In Kocaeli, 50% of the board production
is laminated. A flooring line with a yearly capacity
of 6 million m2 will be added and then soon be
supplemented by a second line for laminate floor-
ing with a yearly output of 12 million m2. Yildiz
Entegre also manufactures 20 million running
meters of MDF profiles yearly. This wide range and
depth of products provides the company with solid
foundations and puts it in line with the market. 

Hüseyin and Mehmet Yildiz from Starwood A.S., Michael P. Krocker,
GYM Export (f.l.t.r.) 

The ContiRoll® with view to the forming machine,
Starwood A.S. The mighty MDF dryers and cyclones can be seen from afar (Yildiz Entegre A.S.). Preheating ContiTherm and ContiRoll® press in line at Yildiz Entegre A.S. Hakki Yildiz, Yildiz Entegre A.S.



SIEMPELKAMP | MASCHINEN- UND ANLAGENBAU 10 | 11SIEMPELKAMP | MASCHINEN- UND ANLAGENBAU

Yildiz Sunta MDF A.S. confirms its lami-
nate flooring dominion
Three days into our journey, we visited the third
of the Yildiz companies, Yildiz Sunta MDF A.S. in
Izmit. The town, with its approximately 200,000
inhabitants, is an important industrial region.
Izmit is located directly on the Marmara Sea, sur-
rounded by high mountains. Ahmet Yildiz and his
son Salih are impatiently awaiting the start-up of
their new ContiRoll® 7 ft x 55.3 m continuous
press, which is supposed to press the first MDF
board this spring. Also supplied by Siempelkamp
and its affiliated companies are the drying system
(Büttner) as well as the forming line, the cooling
and stacking lines, the finishing line, and the stor-
age system. The Yildiz family based their decision
to order Siempelkamp equipment on the many
years of successful cooperation. Since 1996 Yildiz

Sunta MDF A.S. has been successfully operating
a smaller Siempelkamp ContiRoll® press for 8 ft x
23.5 m board. 
Ahmet Yildiz, the oldest of the three Yildiz broth-
ers confidently explains, “We are investing in the
future. We have ordered a second short-cycle
press as well as a second impregnating system.
Combined with our two flooring lines which pro-
duce 10 million m2 of laminate flooring yearly, we
are the largest flooring manufacturer in Turkey.”
“And the only Turkish manufacturer who exhibits
at the Domotex in Germany”, his son Salih adds
proudly.

Ready for a future on the European market 
The demand for wood-based products on the
European market will steadily increase. Since
Turkey received the status of an official candidate
wanting to join the European Union at the
Helsinki summit in December 1999, the confi-
dence of Turkish businessmen that they will one
day play a bigger part on the European market

has increased. At the moment, exports to Europe
play only a small role.  

This, of course, can change very quickly. The tra-
ditional markets in Iran and Iraq are difficult to
calculate. At the moment, the Turkish domestic
market is still so dynamic that the largest part of
the MDF or particleboard production stays in the
country in order to satisfy this high demand.
Now, however, is the time to set the course in
order to successfully meet all of the challenges
that the global market holds. 

Turkish businessmen have no doubt about a 
further economic advancement. The owner of
Starwood A.S, Mr. Mehmet Yildiz, poetically
describes the anticipated impetus in the follow-
ing way, “We are waiting for the warm wind
from the south which will make the air clean and
clear so that one can breathe easily and see
clearly. We don’t know when the wind will come
but we are sure that it will come.” 

The 55 m-long ContiRoll® nearly finished at 
Yildiz Sunta MDF A.S.

Salih and Ahmet Yildiz 
from Yildiz Sunta MDF A.S. (f.l.t.r.)

View from the press to the star cooler, Yildiz Sunta MDF A.S.
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In April 2004, Büttner received from Weyer-
haeuser an order for two new drum dryers,

which were to replace the existing conveyor dryers
from a competitor. Both Büttner dryers are type 
5.2 x 26 R dryers. They are designed for a material
throughput of up to 30 t/h bone-dry and for a
water vaporization of approximately 29 t/h at a
final strand moisture content between 2–5%
bone-dry. 

For the design and construction 
department this order posed a non-
typical challenge
The limited space availability on site as well as the
integration of the new dryer equipment into an
already existing concept for wet and dry material
processing had to be given special consideration
during the design and implementation phase. 
In order to recover energy, the piping system had
to be redirected from the existing equipment to
the new dryers. For the cleaning of the exhaust
air, a pre existing cleaning system had to be used
for the new dryers. 

In addition, planning, assembly, and startup had to
be carried out in order to limit production down-
time for the integration of the new dryers into the
production line. Following the startup of the new
dryers, the old conveyor dryers were taken off-line.
The two drum dryers with a diameter of 5.2 m
and a length of 26 m each are the heart of the
new Büttner line. In order to guarantee an opti-
mal drying process of strands with a length of up
to 335 mm, the drums had to be equipped with
various internals and add-ons. To guarantee their
flawless operation, Büttner carried out extensive
testing in the forefront.  
For these tests, a Büttner test dryer had to be
equipped with different internals and add-ons.
The test dryer usually tests the distribution, the
trickle behavior, and the throughput of different
materials. 
The discharge of the dried strands takes place via
discharge housings which are located at the
drum end. Dust contained in the dryer air is col-
lected by a high-performance cyclone with a
diameter of 4 m.

The Weyerhaeuser plant

near Hazard, East Kentucky,

USA, manufactures different

LSL products made of extra-

long strands.

In addition to the drying equipment, a grinding
mill for the preparation of the dust was designed
and delivered. After its preparation, the dust can
be used in combination burners, which were
also part of the scope of delivery, to supply the
heat for the dryers. 
The Büttner scope of supply also included the
planning and delivery of the entire steel struc-
tures, as well as the delivery and installation of
the complete insulation package. 
The equipment was designed, delivered, and
installed within the agreed time frame. The first
strands were dried according to schedule on
April 25, 2005. The successful completion of the
startup took place at the beginning of June
2005.

Büttner received order from    Weyerhaeuser in Hazard, KY

Transport of the drums to the customer site

View of the dryers’ discharge end 

with cyclone separators 

View of the dryers – 

discharge end with conveyors

The two drums on their foundations

By Carsten Otto
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China is the only remaining world empire origi-
nating in early antiquity. The beginnings of the

Asian giant date back 2000 BC. At this time, the
first pyramids had been built in Egypt. However, the
eras of the famous pharaohs, Ramses and Akhen-
aton, were not to start for a long time yet. During
its four-thousand-year history, China experienced
many different dynasties and historical events such
as wars, collapses, and land sacrifices. In the early
Middle Ages, the world benefited from Chinese
inventions such as porcelain, the compass, and 
firecrackers. Only a few decades ago, the Chi-
nese giant started to regain self-confidence and
strength.

Until the late seventies, China was under the
communist dictatorship of the controversial Mao
Zedong. The “Great Leap Forward” and the infa-
mous “Chinese Cultural Revolution” under Mao
Zedong are regarded as historical transfigura-
tions in the eyes of western cultures. Not until
Deng Xiaoping came into power in 1978 did
China manage to make the impossible possible.
For a socialist market economy under the control
of a communist party and with limited demo-
cratic rights, China has had unusually successful
economic growth. 

In ever shorter intervals, more and more impres-
sive news of China’s booming economy reaches
the western world. The country’s economic
growth rate turn other countries pale with envy.
Nowhere else is the willingness of foreign coun-
tries to invest as high as on the Chinese market.
The German magazine “Der Spiegel” reported in

an article entitled “The Leap of the Dragon”
about a USD 53 billion investment into China in
2003. A good example for the speed at which
China is developing is the usage of the Internet.
Der Spiegel writes, “A nation goes online. With
87 million Internet users, China has reached the
second highest number of users after the USA.
And 1.5 million new users are registered every
month.”   

While the fear of cheap Chinese products con-
quering the world spreads almost pandemically
(e.g., every fourth washing machine, every third
cell phone, and every second digital camera is
manufactured in China), nobody wants to refrain
from using China as a market for their own 
products. The prospects for investors, as a study
focusing on wood-based products illustrates,
could not be better. China was able to increase 
its gross domestic product by 9% each year in the
last five years. Forecasts predict a continuation of
this rapid growth for at least another five years. 

The next two years are anticipated to have an
especially rapid growth, due mainly to the
upcoming Olympic Games in Beijing in 2008. The
domestic demand will increase because of added
retail sales and a large inflow of tourists. The
gross domestic product is expected to increase by
9.1% in 2007 and 9.3% in 2008. Even though
the economic development will weaken slightly
after the Olympics, a growth rate of 8.7% in
2009 and 8.9% in 2010 is projected and backed
by continuing strong domestic demands and
expanding exports.
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The sleeping dragon has awakened
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A key buyer for wood-based products: 
the building industry

The building industry, a key end consumer for
wood-based products, has had an average
increase in demand of 20% each year for the last
five years. Therefore, it has doubled its growth
rate within the last five years. The highest growth
of the last two years was registered in East China
with over 45% of all new developments. Fore-
casts predict strong growth for the next five
years, mainly due to rapid urbanization and
increasing economic wealth. Official 2003 statis-
tics listed more than 170 (!) cities with a popula-
tion of over one million. 140 of these cities had
one to two million inhabitants. And, the trend is
upwards.  

The amount of all completed developments
reached its high with 1.39 billion m2 in 1999.
After a slight decline due to a decrease in govern-
ment funded projects, the amount of all com-
pleted developments has been stagnating at a
still very high level of 1.35 billion m2 per year.
Government-owned construction companies,
meanwhile, hold a share of less than 10% of the
construction volume. In 1999 they still had a
share of 18%. The share of private construction
businesses, on the other hand, increased from
less than 5% in 1999 to more than 15% in 2004.
Lately, the market has been driven by realty sales
to private buyers. In 1999, private buyers repre-
sented a share of 71% of the sales volume; in
2004 their share had risen to 95%. 

Residential construction is anticipated to increase
further in the years to come. The building com-
pletion rate is forecast to rise steadily with an
average growth of 3% per year between 2006
and 2010. Completed residential buildings are
still expected to reach an unbelievable total of
1.575 billion m2 in 2010. That’s 20% more than
in 2004. The total amount of all building projects
in the entire European Union in 2004 was just
140 million m2. That’s one-eleventh compared to
China.  

Nonresidential construction has been driven by
both domestic and foreign investors alike since
the early nineties, but it has been growing espe-

cially strongly since 1995. Between 1995 and
2004, the number of square meters for nonresi-
dential building completions doubled to 780 mil-
lion m2 and now has a growth rate of 8% per
year. Further increases are expected: 6% for
2005, 12% for 2006 to 2008, only 2% for 2009,
and again 12% for 2010. 

The furniture market: domestic needs
and exports on the rise

The furniture industry, another key consumer of
wood-based products in China, has grown
remarkably through foreign investments. It is one
of the four main sectors contributing to China’s
incredible export boom. Because of China’s eco-
nomic growth and income increases among the
urban population, the domestic demand for fur-
niture increased by an average of 12% per year,
from USD 4.3 billion in 1995 to USD 12 billion in
2004. 

Compared to the global per capita furniture con-
sumption, the USD 10 per capita in China is still
relatively small. Small also compared to the fol-
lowing data: USD 80 is spent per capita in Hong
Kong, USD 152 in Japan, and USD 200 in Singa-
pore. However, the furniture renewal cycle has
shortened on the domestic market and is now at
four to five years. A higher demand for residen-
tial construction as well as larger living spaces
contribute to the growing furniture demand. The
enormous increase of available income inside the
urban areas will result in even quicker furniture
renewal cycles and in increased per capita furni-
ture consumption over the next decade. Furni-
ture consumption is to rise strongly over the next
five years. 

Exports are the actual driving force leading to the
increased growth in furniture consumption. Dur-
ing the last five years furniture exports tripled
from USD 1.7 to USD 5.2 billion in 2004. During
2000, approximately 16% of the entire furniture
production was exported. This share grew to over
30% in 2004.  
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MDF board and particleboard production
with incredible growth rates

The MDF board production in China went up an
unbelievable 32% per year from 2001 to 2004.
This percentage translates into an MDF produc-
tion of 5.7 million m3 in 2001 and 15 million m3

in 2004. In 2004, the production capacity was
estimated to be 85% of the maximum possible
capacity. This number leaves room for further
growth. An increase of 12% per year is forecast
for the years 2006 to 2010. This number would
result in an MDF production of 26.5 million m3 in
2010. 

Compared to international MDF production, the
province of Shandong alone has a capacity of
three million m3. This number is almost equal to
the entire production capacity of the USA in
2005 which had an estimated MDF production of
3.6 million m3. The entire production capacity of
China already exceeds the capacity of all Euro-
pean countries together, which was an estimated
14 million m3 in 2004. 

Approximately 80% – 85% of the MDF produc-
tion is used in the furniture industry. Only 15% –
20% is used in the building industry for wood
molding or interior finishing. The use of MDF in
the building industry is predicted to climb signif-
icantly during the next five years. 

Particleboard production started to increase in
2000 and has gone up 22% each year since
then. The yearly production rate rose by 48% in
2003 and by another 17% in 2005. A growth of
an additional 12% is expected for 2005. 

A large amount of particleboard for the furniture
industry is mainly used by manufacturers that

transferred their production sites to China from
Taiwan, South Korea, and other countries. Only a
small amount of particleboard is currently used in
the building industry. However, the building
industry has a huge market potential for particle-
board, since the material can be used in many
different ways. The demand for particleboard is
therefore expected to increase in the future. 

Laminate flooring beats all records

More than 500 Chinese businesses currently
manufacture laminate flooring. Together they
produce a capacity of almost 500 million m2. 
Production grew by 47% over the last five 
years. This figure translates into a growth from
39 million m2 in 2001 to almost 200 million m2

in 2005.

The production of flooring has meanwhile
become a key application area for MDF and par-
ticleboard. For an amount of 200 million m2 of
flooring, the capacity of eight large MDF plants
with a yearly production of 200,000 m3 would be
used. The domestic demand for wood-based
flooring has grown within only ten years from a
market with small sales volumes to one of the
largest markets in world. The production of floor-
ing is expected to grow further with a yearly
increase of approximately 15% over the next few
years due to strong domestic demands and
growing exports. Forecasts predict that laminate
flooring production will double to an estimated
400 million m2 until 2010. 

All figures in this article are taken from the fol-
lowing market survey: Wood Based Forest Prod-
ucts in China 2005 – 2010 by BIS Shrapnel,
November 2005.
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1/ Cleaning of the melt 

2/3/ In preparation of the pouring process 

4/5/ Pouring of the CASTOR®

1/ Devices for the casting process 

2/ Hub for windmill 

3/ Press frame

4/ Fettling of an engine frame 

5/ Adapter for a multi-megawatt windmill

the industry and has been involved ever since. He
has had no regrets. His father worked in a stain-
less steel foundry close to Düsseldorf, Germany.
“My beginnings as a molder are rooted in the
Düsseldorf foundry. I completed my training as a
materials tester there,” Mettler remembers. 
He worked for a few years and then decided to
enter a foundry technology program of studies 
in Duisburg, followed by a four-year work stay 
in Indonesia. Afterwards, Mettler returned to
Krefeld, Germany. He worked for Siempelkamp
for the first time from 1993 to 1999 where he
experienced the challenging day-to-day business
of the foundry industry. After working for an
eastern Westphalian foundry for five years, he
returned to Siempelkamp on July 1, 2004. “I am
very down-to-earth and therefore I welcomed the
opportunity to return to the largest hand-mold-
ing foundry worldwide for ductile cast iron with
spheroidal graphite,” Mettler states. He is the
managing director responsible for Sales, Market-
ing, Quality Management, Engineering, Opera-
tional Safety, and Environment Protection, and
knows the Krefeld foundry inside out. Mettler is a
likeable guy with the ability to coach and encour-

age his staff. His goal is to maintain the foundry’s
position as one of the top foundries in the world.
“All modesty aside,” in his opinion, “the Siem-
pelkamp Foundry is one of the most fascinating
foundries in the world.” Mettler certainly shows
he is proud to be part of this company.

A first-class foundry
On this morning the foundry has a few visitors.
They find out firsthand why the Siempelkamp
foundry is so fascinating. They are gazing at the
flying sparks, which are a result of the magne-
sium treatment of the melt. “For the pouring of
the CASTOR® casks, the cast temperature cannot
fluctuate more than 20 degrees Celsius,” Mettler
explains. He is used to the background noise at
the foundry as well as to the heat and dust at the
plant. The plant manager, Hans-Bernd Tenbrink,
makes a motion with his hand. Thereupon, a
crane with the precisely heated molten iron
makes its way approximately 328 ft from 
the melting furnace to the casting pit with
impressive dimensions. The pit, which is 23 ft
deep, has an enormous sand core positioned in
its center. Permanent molds are placed directly on

top of the sand core. A cover encloses the entire
pit area. “This cover is weighted down using a
factor of 1/5,” Mettler comments enthusiasti-
cally. He enjoys his job so much that he can pro-
vide us with precise numbers. For a melt weight
of 165 (US) tons, 827 (US) tons of weight is put
on the cover in order to guarantee form stability 
during the casting process and in order to tame
the enormous forces which build up inside the
melt. 
On this day, a standard V/19 CASTOR® cask is
cast from cast iron with spheroidal graphite. The
CASTOR®, a classic product of the Siempelkamp
foundry, is used for the storage and transport of
radioactive waste from German nuclear power
plants. While the first red-hot load is placed into
position, the next two foundry ladles are already
on their way. For this project, three ladles will
produce a melt with a weight of 168 (US) tons.
Only a few more moments, the ladles still have to
be precisely placed, but then all three pouring
basins tilt forward like synchronized swimmers
and the red-hot melt flows into the molding pit.
Steaming, hissing, and sparks are flying every-
where. After 90 seconds the spectacle is over and

Stefan Mettler: Down-to-earth from head to toe
He is impressed. His eyes are focused on the

first large transport and storage cask which
is carefully lifted by a gantry crane through the
casthouse of the Siempelkamp Foundry in
Krefeld, Germany. Every move is precise and
every step flows seamlessly into the next. There is
no doubt: experienced personnel are at work.
Red blinking warning lights suddenly cause a 
little bustle. No worries! The communication
between the team members, who are responsi-
ble for the casting of the CASTOR® cask on this
morning, is well managed via radios. 

A close tie to the field of foundry 
technology
The red-hot melt and the dusty play of shadows
is a familiar picture for Stefan Mettler. Neverthe-
less, he continues to be impressed by how skill-
fully the workers stage-manage the casting
process. “Whoever takes just one look at the
molten iron is captivated by its fascination for a
lifetime,” the graduate foundry engineer claims.
Mettler, who resides in Krefeld, is part of a small
group of young managers of the German
foundry industry. He was introduced early on to

Stefan Mettler’s eyes are 

gleaming with enthusiasm 

every time he walks through 

the large core-making shop.

For him this 4 million Euro 

investment is a binding 

commitment of the 

Siempelkamp Foundry to its 

manufacturing location in 

Germany.

Stefan Mettler (age 46)
Stefan Mettler was born in Düsseldorf. From
1977 to 1980 he was trained as a materiasl
tester at Pose Mare, Edelstahlwerk ERKRATH. In
the middle of the eighties he started studying
Foundry Technology at the Polytechnic Univer-
sity of Duisburg, Germany. In 1989 he finished
the program with the degree Dipl.-Ing. in
Foundry Technology. Afterwards, he worked as
an engineer in Indonesia. 
Mettler was first employed by Siempelkamp
from 1993 to 1999. Then, until 2004, he
worked as the sales director for BRECHMANN-
GUSS.
Since July 2004, he has been acting managing
director of the Siempelkamp Foundry division
in Krefeld, responsible for sales, marketing,
quality management, engineering, job safety,
and environmental protection.
Stefan Mettler is a member of the “Verein
Deutscher Giessereifachleute”, an association of
German foundry experts. 
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THE MEN BEHIND THE MACHINES
By Michael Franken

Fotos: Edgar Schoepal
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the pit is filled. Via the ingate system the melt
rises and fills the CASTOR® mold in a matter of
seconds. At a safe distance, one can even hear
how the melt is working … 

It’s all about the correct pouring speed
Mettler smiles and comments on the sounds,
“These are elemental forces of a different kind.”
It seems the entire process of pouring the CAS-
TOR® container is carried out without the slight-
est effort. However, this appearance is deceiving
and only a result of consistent teamwork. To
avoid the so-called cold run, everyone knows the
speed at which the mold is poured needs to be
just right. “For large components, such as the
CASTOR®, the quick pouring of the mold is
essential,” Mettler explains. Because the CAS-
TOR® is poured into a metal mold, the cooling
process doesn’t take as long as it would in a
sand mold. After about a week the mold can be
stripped. The molding blank is then sent to the
fettling shop where burrs and sand are removed.
Not until much later is the CASTOR® mechani-

cally machined in Mülheim by Siempelkamp
Nukleartechnik GmbH. In the meantime, the
subsidiary in Krefeld is already casting a new
CASTOR® cask. The Siempelkamp Foundry in
Krefeld specializes in processing large castings
with weights ranging from 3.3 (US) tons to 330
(US) tons. “We have the knowledge to produce
thin-walled as well as heavy-section castings
with guaranteed properties throughout the
workpiece,” Mettler notes. 
The range of products includes large crushers,
grinding tables for cement plants, and large
components for wind power plants, just to
name a few. The foundry continuously pushes
the limits with new developments. Can Mettler
explain the success story of the foundry whose
production was increased by 30% to 66,139
(US) tons over the last ten years? “With numer-
ous modernizations we have become more
competitive and managed to deal with global-
ization. We also have highly motivated staff.
The knowledge and skills of our people are our
assets, they are the pillars that will support us in

Company history:

1983 First world record: 
185 (US) tons frame for a 4,400 (US)
tons forging press 

1991 Next world record: 
215 (US) tons grinding table for a
cement mill in Indonesia

1998 Next world record:
287 (US) tons crossbeam

2001 Expansion of the molding shop for
heavy castings

2004 New core-making shop for large cores
and expansion of the sand reclaiming
system; new foundry laboratory

2005 Expansion of the melting plant 

maintaining our position as the market leader
for large castings,” Mettler explains. With
skilled personnel, ten people alone work in
design and development, Siempelkamp strongly
relies on Shared Engineering. As early as during
the design phases of a casting product, the
design engineers put their long-standing expe-
rience of developing products into the imple-
mentation of new products. “Right from the
beginning of a project, our team of experts
works closely together with our customers to
target specific conditions for the use of the
product,” Mettler says. A close integration of
the customers in the development process and
a steady information flow during the whole
lifespan of a project is very important. The
design of the desired casting product is opti-
mized, for example, until the acceptance of
stress amplitudes can be verified. The fact that
Siempelkamp Foundry works closely together
with all its partners also ensures that the 
manufacturing location stays in Krefeld. Siem-
pelkamp looks with confidence into the future.

State-of-the-art core-making shop
If you take a tour of the foundry, you will notice
that outsourcing to the Far East, as done in many
other companies, is not on the agenda here. The
Krefeld-based foundry is investing in new facili-
ties and its hard-working staff. Next to the large
molding shop for castings with weights ranging
from 88 (US) tons to 287 (US) tons, a new state-
of-the-art core-making shop and a sand reclaim-
ing system have been put into operation. “The
core manufacturing facility is equipped with sand
mixers for the production of large-sized cores,”
Mettler says. The company invested roughly 
F 4 million last year alone in the upgrade of the
production facilities, which was completed in
only four months. The new production hall is part
of the ongoing restructuring efforts. Next to the
entrance on the left, you can see cores for large
engine crankcases, followed by large black cores
for wind power plants and cores for press parts.
The new production hall accommodates one of
three core-making shops. All three of them are
working to full capacity. This is a good sign for

the foundry, which employs about 400 people.
Last year’s turnover was roughly F 77 Million
with exports at 60 %. Nevertheless, everyone is
down-to-earth in Krefeld. Meanwhile, the instal-
lation of a new 17.6  (US) ton medium-frequency
induction-type crucible furnace has started. This
investment also underlines the continuing road
to success of a foundry which is considered one
of the best worldwide. “We have plenty to do,
the order books are full,” Mettler announces.
However, he knows success can be short-lived.
Therefore, according to the over 100-year-old
company philosophy, his conclusion is, “Success
is the result of hard work, and achieving success
stimulates you to work even harder.”

1/2/3/ Flask park for the foundry’s mold shop

Machine frame for a wind turbine

Casting of a press table for the giant
Canfor-LP OSB multi-daylight press

1/ The core elements are placed in the mould 

2/ Pouring with 4 foundry ladles simultaneously 

3/ The press table in the dressing room 

4/ A special truck conveys the 215 t-part into 

the adjacent machinery branch … 

5/ … for the surface machining process
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It takes a feeder 

W ithin the press line, which contains a total
of six press tools, the handling of sheet

metal components is fully automated except for
the handling of finished parts at the end of the
line. STROTHMANN’s SRLM 2/120 feeders are
the centerpiece of the automation solution. At
the front end of the line, they act as blank load-
ers, destacking blanks and placing them on a
conveyor belt which transports them towards the
press line. Double blanks are detected and sent
to a reject station at the opposite end of the con-
veyor belt. After lubrication and centering, a
feeder inserts the other blanks into the first press
tool. The formed components are picked up by
an unloading feeder on the opposite side which
places them on an orientation station between
the press tools where they can be newly aligned.

Afterwards, they are picked up by another load-
ing feeder and inserted into the next press tool. A
total of five DualFeeders traverse in this press line
with its chain of successive tools. At our in-house
exhibition in September 2004, visitors were
already able to view the complete solution: the
whole press line assembly, which had recently
been approved by the customer, was on display
in our production facility, performing a test run.
Soon after, all systems were transported to Swin-
don and installed in the plant. The press line was
put into operation in January 2005. After a
ramp-up time of several weeks, the line reached
its planned output and has since proven itself in
day-to-day operations.

V for victory
The beginning of the GP-503 line is marked by a
V-shaped dual infeed station for blanks which
enables a continuous loading of the blank
destacking area. Outside of the safety area, the
stacks are placed on a cart which then drives
through a safety gate into the destacking area.
The carts run on RoundTracks®, a floor rail system
which is set into the floor and which allows for
quick and comfortable handling. The dual sys-
tem’s main advantage is uninterrupted opera-
tion: while one cart is being loaded, the other
ensures the feeding of the press line. The 
V-shaped arrangement of the blank loaders,
however, was primarily due to space restraints. 

A high infeed frequency is usually achieved by
means of a T-shaped system, which was impossi-
ble to realize in this line. The V-shaped alignment
of the destacking feeders is unconventional, but
serves to optimize the output speed as required.

Linear dynamics
STROTHMANN’s LinearRobot technology ensures
highly efficient, smooth feeding moves. BMW’s
Swindon plant employs SRLM 2/120 feeders
which come equipped with an onboard motor
for vertical moves. They provide high speed and
acceleration rates: blanks weighing up to 45 kg
are transported at a maximum speed of 5.5 m/s
horizontally, while acceleration may reach a max-
imum of 11 m/s. As bending movements, which
are specific to articulated robots, do not occur,
the parts are not stressed by centrifugal forces
while being transported between press tools.
Not least due to their rigid support construction,
the feeders also operate with minimal vibration.
As a result, precision is enhanced, especially
when transporting large parts, and wear is mini-
mized. These very cost-efficient LinearRobots

Destacker/press line GP-503 
The new New MINI 
in full swing
Strothmann automation solution for BMW press line

Scope of supply
➤ Blank loading area

■ 2 blank carts with a scissors lift
■ 2 magnetic spreaders
■ magnetic conveyor belt
■ double sheet detection and deposit
■ 2 destacking feeders
■ AMTEC lubrication
■ option for a blank washing machine
■ mechanical centering station including 

bypass conveyor
■ loading feeder (press 1)

➤ Press to press transfer
■ 5 DualFeeders
■ 5 4-axial orientation stations

■ 1 turning station (1 gap optional)
■ 1 unloading feeder
■ complete control solution for blank 

loaders and press line

System requirements
➤ Max. output 12 SPM

➤ Blank size
■ single blank

■ max. 3,200 x 1,800 mm
■ min. 800 x 400 mm

■ double blank
■ max. 1,500 x 800 mm
■ min. 450 x 400 mm

➤ Max. blank weight = 45 kg

GP-503 press line BMW Swindon plant

BMW’s New MINI may be a familiar sight on the streets by now, but the little

one still stands out from otherwise uniform traffic light lines. With the intro-

duction of the second MINI generation next year, however, the Bavarian auto-

motive manufacturer will reequip its British hit model. Changes to its looks will

make the second generation recognizable at first sight. Production will also be

reorganized before the first “new New MINI” leaves the Oxford plant. This con-

cerns, amongst others, the body sheets which will continue to be delivered by

BMW’s Swindon plant. With STROTHMANN systems now installed throughout

the GP-503 press line, the modernized facility is well prepared for this next phase

in MINI history.

By Derek Clarke
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need impressively little maintenance during con-
tinuous operation.

Up and away
A suction frame is mounted at the telescoping
axis of each feeder. Tedious vertical “deep div-
ing” to retrieve all blanks from the table is unnec-
essary: the lifting tables can be moved hydrau-
lically to meet the LinearRobots halfway. By
spreading the stacks magnetically, they let every
blank float readily available beneath the suction
frame, thereby saving time and optimizing infeed
cycles. The isolated blanks are placed on a mag-
netic conveyor belt which runs towards the press
line. At the first station, they are coated with
drawing oil. An optional blank washing station
can be installed in this area as well. Just like the
blank carts, the magnetic conveyor belt and the
lubrication station stand on STROTHMANN’s
RoundTracks®. If lubrication is not required, the
station can be moved away. The magnetic con-
veyor belt then moves up and closes the gap,
staying within reach of the destacking feeder.

In a good position
Before entering the first press, a centering station
aligns the blanks, positioning them to be picked
up and placed in the press by the first feeder. The
mechanical centering station is suited for a wide
variety of blank sizes, ranging from 800 x 400 mm
to 3,200 x 1,800 mm for single blanks and from
450 x 400 mm to 800 x 400 mm for double blanks.
The station consists of six lines with driven roller
conveyors that are arranged parallel to the 
conveying direction. These conveying lines are
mobile, allowing the centering station to be
folded and unfolded like a concertina, thereby
optimally accommodating every blank and dou-
ble blank size. Every blank passes via traversable
pushers and reaches the frontal stops. There it is
brought into position by lateral pushers which
can be individually adjusted. They are pressed to
the blank by two eccentric levers. Afterwards,
the pushers that had given way to the incoming
blank are raised again after it passes through.
They push that blank firmly against the frontal
stop, thereby fixing it in place. The pushers are
arranged to match the shape of the blank’s rear
edge. The blank’s front edge is held by movable
stops on the individual conveying lines which are
also positioned according to the edge’s shape.
Simultaneously, STROTHMANN’s double blank
control ensures that only one blank at a time pro-
ceeds into the press. The centering process pre-
cisely aligns blanks within seconds.

On top form
Step by step and press tool by press tool, the
blanks are then formed into auto body parts. Via
intermediate stations, they are transported from
one press tool to the next by other feeders. The
press rams do not run synchronously. Therefore,
the line depends on smooth coordination of
press and feeder control for a high cycle speed.
The press line with its chain of successive tools is
automated according to the DualFeeder princi-
ple: each press within the line has one dedicated
feeder for loading and one for unloading parts.
At each press, the unloading feeder moves into
the opening press after each press stroke and
picks up the formed component. As it retracts
from the press, the loading feeder on the oppo-
site side moves up with a new blank from the
preceding tool. After inserting the blank, it
retracts and makes way for the next stroke.
Meanwhile, the unloading feeder has already
deposited the first blank in an orientation sta-
tion, where it is newly aligned and taken over by
the next press’s loading feeder.

Bridging the gap
Between presses, four-axial orientation stations
serve as a sort of shuttle : they operate faster,
more easily, and more flexibly than feeders, align-
ing workpieces for the next processing step.

Moreover, alignment at the orientation station
does not affect cycle times, as it can take place
independently of loading and unloading of the
press tools. The stations tilt and turn blanks along
independently mobile axes. The blanks can be
turned between +90 and –180°, while tilting is
possible up to ±45°. Additionally, the systems
can be traversed as a whole, moving between
presses towards the press tools or towards the
loading and unloading stackers. Like the blank
carts in the destacking area, the five orientation
stations are mobile – having their own rollers,
however, they are completely independent. If
required, they can be quickly and easily removed
from the space between two presses and moved
to any other gap in this line. One option is replac-
ing the orientation station with a turning station,
which is occasionally needed in the first gap of
the GP-503 line. These changeovers are not
obstructed by the feeders which only operate
above the stations. 

All‘s well that ends well
Manual work is only required at the end of the
modernized line. Behind the last press, an unload-
ing feeder places the finished auto body parts on
a conveyor belt, where they are picked up by
hand. They are then deposited in transport racks,
awaiting their journey to the Oxford MINI plant.

Press cell with dual feeder

and idle station

The New MINI’s most striking difference to its
predecessor is first and foremost its huge

success outside of its home market. It quickly
became a darling of the public in Germany as
much as in Great Britain, and soon attained the
same status in the USA. It is the first European
automobile ever to be awarded the “Car of the
Year“ title, a distinction received at the Detroit
Motor Show in 2003. The total number of New
MINIs produced surpassed 500,000 in August
2004, only three years after the first car left the
factory. While they are still manufactured only in
Great Britain, more than two-thirds of the cars
produced have been and continue to be
exported. From Venezuela to South Korea, they
are distributed to over 70 countries. With global
demand still on the rise, BMW is making massive
investments in higher capacities in Swindon and
elsewhere: at the Oxford MINI plant alone, about
F 150 million will be spent on its modernization
and extension until 2007. While the yearly pro-
duction is then set to exceed 200,000 cars, the
quality standards will remain on par with BMW’s
original factories in Germany. In the forthcoming
years, the second generation New MINI will fea-
ture highly efficient new motors and other
improvements, turning the page to a new chap-
ter in the history of a legendary brand which first
appeared on the market half a century ago.

The New MINI 
and the new New MINI

The press line
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F avorably situated on an important early railway
line from London to Bristol, Swindon became

the location of a Great Western Railway service
and changing station in the 1840s. During the fol-
lowing decades, Swindon Works, which consisted
of the repair facilities and a locomotive factory,
developed into one of England’s most important
industrial centers. The little town, which had only
2,500 inhabitants in 1841, grew to a population of
more than 45,000 by the beginning of the 20th
century. The “Mechanics Institution”, founded in
the early boom years, was one of the world's first
technical colleges, training the young generation of
local engineers. The town’s economic boom,
caused by industrialization, was not stopped until
the decline of the railway in the first half of the
20th century. This brought about an ongoing struc-
tural change – at its core, however, Swindon
remains an industrial base.

From locomotive manufacturing 
to automotive press shop
After WW II, automotive manufacturing replaced
the shrinking railway sector. BMW Group's Swin-
don plant soon became the most important
employer. Starting operation in 1955, the plant
was heavily expanded several times within a few
years. During the 1960s, it provided jobs for
more than 6,500 employees. The plant, then
called Pressed Steel Fisher, had an output of
about 1,000 auto bodies and other components
per day. These parts were used in many car mod-
els produced in England – both by traditional
brands like MG, Triumph, or Jaguar, and by the
big manufacturers Ford and Vauxhall. The crisis
of the British automotive industry, however,
brought about hard times for the Swindon plant.
Things are looking better since BMW’s takeover:
the Bavarian automotive manufacturer acquired
the plant in the mid-1990s as a part of Rover,
keeping it even after that brand was sold and
integrating it into its corporate group. With
1,100 jobs, it is still one of the biggest local
employers. Additionally, many jobs are being cre-
ated in Swindon in newly established industries
and in the service sector. Approximately 200,000
people live in the Greater Swindon area today.

An unemployment rate of 0.5 % percent signals
the region’s unbroken growing strength and eco-
nomic power : with about 100,000 jobs, the
town and its surrounding region are one of the
strongest pillars of England's economy.

Public welfare in early capitalism
Swindon made history not only because of its
ongoing, successful industrial development. In
the mid-19th century, Swindon Works already set
standards by establishing their own social secu-
rity system. The first industrial employer world-
wide to do so, the railway works introduced a
compulsory health insurance for all employees in
1847. The “Medical Fund Society” maintained its
own hospital as early as in 1871. Soon after, the
insurance covered the costs of providing injured
workers with prostheses and subsequently also
covered dental care. Even the services of a com-
pany undertaker were available to the workers.
Additionally, a swimming pool complex was built
for the employees. When Great Britain estab-
lished a national health insurance system after
WW II, it expressly referred to the standard set by
Swindon Works.

How it all began
for the MINI

End of line conveyor

The original MINI was conceived in 1956:
when the Suez Crisis broke, Great Britain

faced the threat of an oil shortage – the
nation’s automotive industry was in dire need
of a small car with drastically reduced con-
sumption. Enter the MINI, designed by Sir Alec
Issigonis with only a handful of collaborators.
Beginning in 1959, several British automakers
integrated the MINI – in a variety of slightly dif-
ferent build types – into their vehicle model
ranges. While a decade passed before the MINI
first became an independent brand, it began
building its name even in the early years. The
MINI Cooper and MINI Cooper S models, which
boasted tuned motors, scored surprise wins in
major racing competitions. Even for the
Cooper sports cars, however, hardly any frills
were added to modify the modest MINI look.
Indeed, it was that characteristic appearance
which came to represent the brand more than
anything else. No surprise, then, that an
attempt to brush up the original design failed
in the early 1970s: it was unfavorably received.
The familiar look stuck and remained more or
less untouched for decades to follow. When
the last classic MINI left the factory in 2000, it

still bore a striking resemblance to its predeces-
sor of forty years back.

A car like no other – or all others?
Like so many English car models, the MINI, too,
faced the end of production on several occa-
sions over the course of four decades. Other
brands merged and disappeared until the better
part of the industry was gone. The MINI, on the
other hand, survived all waves of consolidation.
However, the brand’s legacy amounts to much
more than this longevity, or the sheer number
of cars manufactured in forty years. In fact, only
about 5.5 million classic MINIs were ever built –
other popular small or compact size cars have
toppled that production figure within a single
decade. What really makes the tale of the MINI
an exemplary success story in the history of
automobile construction is the distinctive influ-
ence it has exerted on the segment of small cars
as a whole. The basic proportions of the passen-
ger and engine compartment, and the new
front-wheel drive, transverse-engine layout in
particular, became all but a blueprint for most
small and compact size cars designed up to the
present day.

Swindon:
A success story
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Cylinder gaskets

system” regarding pressure, position, belt, and
mat weight control. This is hardly surprising after
this unusually long service life. However, how can
this be remedied, given that the electronic cards
installed then have long since gone out of pro-
duction, and the spare cards stored since the
plant was commissioned are hardly likely to be in
perfect working order anymore in view of their
advanced age? Aged batteries and capacitors
can cause malfunctions, resulting in sporadic pro-
duction downtimes. A simple replacement with
aged control cards worn out in storage is there-
fore out of the question. However, a plant stop-
page over several months following an unavoid-
able complete failure of the control system and
the replacement delivery of a new PLC system is
equally unthinkable!
The customer opted for a systematically prepared
replacement of the existing microprocessor con-
trol system for controlling the whole process in
the forming and press line with a state-of-the-art
PLC system. Not easy, as the plant had been
redesigned several times over the years. And the
processors from the late eighties are hardly com-
parable to current innovations, or in other words,

There are not many providers on the invest-
ment goods market who can rise to the chal-

lenge of spot modernizations or partial process
optimizations founded on ongoing research and
development work on the one hand, and strong,
fruitful corporate management on the other.
Siempelkamp, the Krefeld-based think tank for
the wood-based materials industry, can justifiably
make this claim.
Successfully operating for a number of decades
as the undisputed market leader in new plants,
Siempelkamp has the expertise to redesign sys-
tems which have already been in operation for
more than 15 or 20 years. With minimal expense
and just short interruptions, the full competitive-
ness and productivity of past investments com-
pared to new investments in complete systems
can thus be achieved. There are many examples
of this “refreshing”.

Replacement of processor control system
About a year ago, an MDF plant at Laminex
(Gympie, Australia) which was more than 15
years old experienced minor faults in the proces-
sor-aided system control, with the “press control

Changing values
“Refreshing” made by Siempelkamp

There is already an unmistakable change in values in the consumer sectors: the focus on

the “50 plus” group is increasingly superseding the long-standing enthusiasm for youth

and smaller proportions of private incomes are spent on new acquisitions than on main-

tenance and preserving what has already been purchased. It may seem surprising, but

the investment goods industry is also seeing similar developments. Existing plants and

systems are being permanently optimized, periodically redesigned, or modernized in 

specific ways. The basic requirement for this is that the company once commissioned to

develop a plant and provide equipment has innovatively refined its own products and is

able to update technically outdated systems with state-of-the-art technology at any time.

By Ralf Griesche

Replacement of hot platens
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ContiRoll® with wedge system ContiRoll® without wedge system

are hardly compatible. If “minimal downtime” is
then added as a further factor, it is almost like try-
ing to square the circle.
Nevertheless, Siempelkamp mastered this task.
However, this required meticulous assessment of
the original state of production prior to the
redesign, including all interim modifications. Only
then could the hardware planning, production
of the control cabinet, the routing of new cables,
the development and application of new soft-
ware, and the planning of the exact timing begin.
On the basis of these factors, the downtime of
the plant was minimized and the reconnection to
the new electrics, the installation of the new soft-
ware, and the testing and commissioning phase
for all control functions were history after just a
few weeks. The advantages for customers: in
addition to the extremely short production
downtimes, the new electronics allow optimum
availability, modern but simple fault diagnostics,
and integration into the worldwide service net-
work of new plants built by Siempelkamp.

Transfer of plants to Russia
Pfleiderer AG, Neumarkt, took a similar problem
to the Siempelkamp team, albeit on a different
and much bigger scale. In the wake of a transfer
of plants from Rheda-Wiedenbrück to Pod-
beresje near Novgorod (Russia), the manufac-
turer of wood-based panels also wanted to
replace the processor control system of a Con-
tiRoll® built in 1991, as a new PLC control system
was required due to age-induced wear of the old
technology. This transfer of the plants presented
the ideal opportunity to replace this technology
and also modernize other equipment.
The visualization for the whole control system of
the particleboard line was also 15 years out of
date and therefore due for replacement. Even
more crucial, however, was the need to modern-
ize the process for setting the thickness of the
press. The continuous press in Westphalia had
formerly been fitted with a mechanical wedge
system for distance control. A solution which was
satisfactory at the time of commissioning but, in
view of the current possibilities, now incurs con-
siderably excessive expenditures for changing the
board thickness.

Pfleiderer therefore decided to replace the
wedge system by installing a hydraulic position
control to set the press distance. In conjunction
with the commissioned conversion of the com-
plete processor control system of the forming line
and press, Siempelkamp also incorporated the
distance control into the high-performance PLC
system. Firstly, the plant reconstructed in Russia
now has an ultramodern electrical control level
with the advantages this brings in terms of preci-
sion and speed of control as well as availability
and fault diagnostics; secondly, changing the
product thickness could not be easier now. The
extensive operating systems technology can still
be used, but there is now no need for mainte-
nance of the mechanical components of the
press. And, as is usual with new plants, there is
sufficient room to carry out maintenance work
on the press and lifting cylinders.

Operational reliability by replacement
of hot platens
Uniboard has been producing MDF on a Con-
tiRoll® in Mont Laurier, Canada, since 1988. The
plant is 9 ft wide and 21 m long and belongs to

the second generation of continuous presses.
The wear of the existing hot platens which had
developed over the period of use was jeopardiz-
ing the medium-term production reliability of the
press line. The company therefore commissioned
Siempelkamp to replace the worn platens with
the requirement that a hot platen from the latest
generation (6++) be installed in the existing
plant.
A classic investment in a replacement subse-
quently became a small masterpiece of applica-
tion of state-of-the-art technology. The platens
now installed have a hardness degree of 415 HB
+/– 15 HB. This was achieved by manufacturing
the current platens from a material designed
especially for Siempelkamp called SHG 400 V.II.
In addition, it has an optimized surface structure
with an extremely low roughness of less than 3
µm. The new platens were produced with a bear-
ing portion of more than 90%, the hot platen
clamps were seamless. This type of clamp allows
the individual hot platens to be bolted to a single,
21m-long plate in the final assembly stage. Siem-
pelkamp’s modernization of the plant gives cus-
tomers a longer service life for the system, a

longer life for the press, less plant wear, and
improved board quality. 

Longer life with optimized cylinder gas-
kets
Over a long operating period, the short-cycle
plant at Berry Floor (Menen, Belgium) had devel-
oped a degree of wear to the bottom bushes and
stuffing boxes which was gradually reducing the
life of the gasket system. Metal abrasion of the
guide bushes produced residues in the hydraulic
fluid, causing problems with the hydraulic con-
trol. In view of this situation, the company was
looking for a solution to markedly increase the
life of the press cylinder and fit a maintenance-
free gasket system.
Siempelkamp then installed a new gasket system
in a new press cylinder design. With the replace-
ment of the guide belts at the same time, an
optimized gasket and guide system has now
been installed in the press. The cylinder design is
easy to maintain, plus considerably less piston
wear is to be expected in the future, as the guide
belts from the latest generation are not metallic.
What do these examples demonstrate? It may be

beneficial for economic reasons to replace indi-
vidual components and assemblies to bring exist-
ing old plants up to the current technological
level at one fell swoop, particularly if large parts
of the production work fault-free and show no
signs of wear. And if there is also a partner on
board who is not only pushing forward the tech-
nical development but also expending just as
much energy on ensuring that new product
groups are compatible with old systems. This is
service in the true sense of the word and in the
interest of all customers – from Siempelkamp!
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In the Schlücht valley, through which the
romantic little Schlücht river flows before emp-

tying into the Rhine, the GUTEX company of
Waldshut-Tiengen started up a new plant for the
production of wood-fiber insulating boards. The
Siempelkamp Research and Development
Department has developed a new method for
producing these boards using a dry manufactur-
ing process. The new plant produces wood-fiber
boards with a thickness of 20 to 240 mm which
can be used to insulate against heat, cold, or
noise.
Compared to the traditional wet process, this
revolutionary new process has several advan-
tages. For example, savings on material and
water management expenses as well as savings
on drying the insulating boards in gas-heated
drying ovens.

Siempelkamp has a lengthy experience of devel-
oping machinery and equipment as well as the
technology for the production of wood-fiber
boards. Several hundred plants using Siem-
pelkamp equipment are operating worldwide. 
Based on this long-standing experience, the
Siempelkamp Research and Development
Department developed a method for the dry-
process manufacturing of thick wood-fiber
boards with a low density. 
This concept was completed in late 2004 and
then introduced to GUTEX. It includes a range of
new and innovative processes as well as many
newly developed machines. GUTEX is experi-
enced when it comes to the production of wood
insulating fiber boards. The company has pro-
duced fiber boards using the traditional wet-
manufacturing process at this location since

1932. GUTEX was convinced by the newly devel-
oped Siempelkamp concept and signed a con-
tract for a new line in 2004. 
After initial preparations were completed by the
customer (e.g., foundations had to be finished),
the assembly of the plant began in August 2005.
The first board was produced on February 21,
2006, and shortly after the line became a three-
shift operation. The first boards had a convincing
quality and were introduced at the Nuremberg
trade fair for the finishing trades in April 2006.   

A convincing concept 
The raw material for the production of insulating
boards are wood chips. The fiber preparation in a
refiner is part of the customer’s scope of supply. 
Siempelkamp delivers the equipment for chip
drying, resin application, spreading the fibers

The resin chute

The ContiTherm

Fiber-dryer with cyclones

First board celebrated
Newly developed Siempelkamp process started operation 

of first wood-fiber insulating board line

Advantages of the new Siempelkamp
method compared to the traditional 
wet manufacturing process:

The long drying process of the insulating
boards after calibration ceases to apply. This
results in high energy savings. 

In comparison to MDF resination, the
resination of dry fibers not only saves resin but
the new technology can be controlled better.
This results in a higher product quality. 

The complete water management includ-
ing the associated costs and disadvantages
are omitted. 

By Ralf Griesche

Fotos: Kurt Sommer
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onto a forming belt via a matformer, and the
pressing of the boards. 
The difference to the traditional wet manufac-
turing process is a newly developed revolution-
ary bonding system. After the fibers are dried in
a flash dryer, they are blended with an isocyanate
resin. Since a special resin is used, a new method
for blending had to be developed. Also new: after
pre-pressing, the mat enters a calibration and
hardening device based on the ContiTherm pre-
heating unit. Here, the mat is heated rapidly by
blowing a steam-air mixture through it.
The Büttner flash dryer is capable of evaporation
rates of 5 t/h. Via a cyclone separator, the fibers
are conveyed to the dosing bunker. The dried
fibers are then blended with an isocyanate resin.

This new method of spraying dry fibers with resin
inside a chute was researched in depth, devel-
oped, and tested by the Siempelkamp Research
and Development Department.  
Numerous test runs under real conditions finally
led to a breakthrough. A full-scale resin chute was
set up at the research and development center in
Krefeld where its efficiency was tested. 
After continuous positive test runs, the chute was
disassembled and transported to the customer
site. Together with another chute of the same
design it was integrated into the new line. 
The advantages of this new blending method can
be found in material savings (resin), the ability to
apply an exact resin dosage, and a better control
of all technological processes. 

The blended fibers are spread onto a screen belt
where they are separated by air. The entire air
management system in connection with the
geometry of the chute was tested until perfec-
tion. The primary goal is to spray the fibers with
exactly the right resin dosage in order to avoid
resin built-up inside the chute.
The blended fibers are spread onto a forming belt
using a matforming machine with a leveling unit.
After pre-pressing, the mat enters the adapted
ContiTherm.
Siempelkamp is very knowledgeable in the area
of pre-heating with a steam-air mixture from
their experiences in OSB and MDF production. 
For the new concept, the ContiTherm was
equipped with an extended calibration zone. The

steam-air mixture can now reliably heat even the
thickest mats (up to 50 cm after the pre-press)
and harden the resin in the calibration zone.
Finally, the endless board is cut by a diagonal saw
to the required length. 
Soon after the start-up of the plant in February
2006, it became clear that this line would
become a prime example in regards to superior
board quality and economic production. 
Siempelkamp is pleased that their efforts of
developing new technologies and machines have
led to a breakthrough which now allows the pro-
duction of fiber insulating boards using a contin-
uous dry manufacturing process.  

Product range and line capacity

The line produces wood-fiber insulating boards with a thickness of 20 to 240 mm. The wet
manufacturing process allows only boards up to 25 mm, thicker boards are glued together. A
thickness of 240 mm conforms to the requirements of the 3rd Thermal Protection Regulations
for insulating houses in Germany. 

The board density is adjustable and can be set from 80 kg/m3 to 220 kg/m3. Different densi-
ties result in different application areas for the boards (insulation against subsonic noise, heat,
or cold).

The new installation is designed for a maximum board width of 2,500 mm. The board length
can be adjusted according to the area of use. 

The capacity of the line is impressive: 1,320 m3 per day can be achieved for boards with a
thickness of 240 mm and a density of 80 kg/m3. The capacity decreases with a smaller board
thickness and a higher board density. 

Celebrating the first board with a small beer

One of the first boards

View from the ContiTherm to the finishing line
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The goal
What’s the main goal for such a very exceptional
safety system?
Especially with view to the intense discussions
on nuclear risks after the Chernobyl disaster,
prevention and mitigation of severe accidents
even of very low probability have gained great
importance within activities to realize additional
safety margins for the operation of nuclear
power plants.
With the realization of a core catcher system the

decisive step to a new safety level can be
achieved by guaranteeing the enclosure of acci-
dental consequences within the reactor plant
and therefore avoiding significant impacts in the
neighbourhood of the nuclear area. The
integrity of the reactor containment even in case
of a so-called core melt accident, i. e. destruc-
tion of the central arrangement of the nuclear
fuel elements in the reactor, is assured by long-
term stabilization and cooling of the molten
core. The main goal is the effective spreading of

the melt over a large area followed by passive
water cooling.
This large-scale experiment was carried out in
Siempelkamp’s CARLA recycling plant located in
Krefeld. 2.3 Mg test melt was heated up to
2175° C within the induction furnace before
pouring onto the spreading system. The post-
examinations showed the favourable layering of
the spread melt as well as the excellent condi-
tion of the cast iron system after removing of
the melt.

View of calculated displacements under accidental conditions

(example: x-direction)
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The order
In mid-November 2005 Siempelkamp Nuklear-
technik GmbH received the order to supply the
casting elements for the core catcher of the
Finnish nuclear power plant project Olkiluoto 3
(type EPR, European Pressurized Water Reactor).
As a result, Siempelkamp is mainly involved 
in the supply of a key component for the world-
wide most advanced nuclear safety concept. 
An option for further cooperation projects is
combined.

The goal
What’s the main goal for such a very exceptional
safety system?
Especially with view to the intense discussions
on nuclear risks after the Chernobyl disaster,
prevention and mitigation of severe accidents
even of very low probability have gained great
importance within activities to realize additional
safety margins for the operation of nuclear
power plants.

With the realization of a core catcher system the
decisive step to a new safety level can be
achieved by guaranteeing the containment of
accidental consequences within the reactor
plant and therefore avoiding significant impacts
in the neighborhood of the nuclear plant. The
integrity of the reactor containment even in the
case of a so-called core melt accident, i.e.,
destruction of the central arrangement of the
nuclear fuel elements in the reactor, is assured by
long-term stabilization and cooling of the
molten core. The main goal is the effective
spreading of the melt over a large area followed
by passive water cooling.
This large-scale experiment was carried out in
Siempelkamp’s CARLA recycling plant located in
Krefeld. 2.3 t test melt was heated up to
2,175 °C within the induction furnace before
pouring onto the spreading system. The post-
examinations showed the favorable layering of
the spread melt as well as the excellent condition
of the cast iron system after removal of the melt.

The solution
For the Finnish EPR an area of approx. 170 m2

has been designed in the form of a shallow cru-
cible made of cast iron elements and covered
with special layer material for protection purposes
and melt conditioning. The casting elements
have a total weight of approx. 500 t. Round about
1,135 elements are implemented, all equipped
with cooling fins forming the channel system for
the cooling water.
Stationary temperature fields and related stresses
and deformations for the cooling elements dur-
ing the spreading process as accidental impact
have been calculated by use of finite elements
methods and analyzed showing the adequate
design including the intended safety margins.

The proof test
Validation of such a concept includes the necessity of
representative experiments to investigate the char-
acteristics of melt behavior and to demonstrate the
effectiveness of relevant countermeasures for the
mitigation of the accidental process development.

Siempelkamp’s involvement has to be seen as a
pay-off from its sustained engagement in related
R&D work in this field over more than ten years,
performed with several partner companies like
Framatome ANP GmbH, Research Centre Karls-
ruhe GmbH, etc., within German as well as
European programs under the participation and
leadership of Siempelkamp. By a unique large-
scale simulation experiment as the decisive
development step, called COMAS, representing
EPR’s spreading area in a 1:6 scaling, the techni-
cal feasibility of this mitigation concept could be
successfully demonstrated.

The project’s time schedule
After a planning and preparation phase with
design and engineering work lasting approx. 
four months, manufacturing of the components
has been started. Next project steps include a so-
called acceptance test, packing and transporta-
tion activities, and the assembly on site leading
to an overall time frame of approx. 15 months.

How to master a (hypothetical) core melt   accident
Siempelkamp’s recent contribution to reactor safety 

Representative spreading experiment COMAS-EU 4

COMAS experiment: Pouring of the test melt

By Dr. Wolfgang Steinwarz

EPR core catcher arrangement 

Source: AREVA, 2005

Image mock-up of nuclear power plant Olkiluoto, Finland (unit 3/type EPR left) 

Source: TVO, 2006

Spreading compartment with core catcher

Source: AREVA, 2005

Casting elements for the EPR core catcher
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By Ralf Griesche

Heat transfer
with plate heat
exchangers

Even though they resemble Grandma’s washboard, plate heat exchangers are

high-tech products. They have many different application areas: they are used in

the chemical industry and the food industry, in nuclear power plants, during

paper production, or for temperature control in buildings. Depending on their

area of use, they heat or cool different mediums (i.e. fluid or gas). Plate heat

exchangers consist of a series of thin corrugated plates that are gasketed and

welded together. Heat exchangers transfer heat or cold from one medium to

another medium without mixing both together. One common example of a heat

exchanger is the radiator in a car, in which the hot radiator fluid is cooled by the

flow of air over the radiator surface.
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unloading presses because of their compact size
and telescopic shuttle arms. Compared to the
usual dual feeder option, the Wiplash™ further-
more offers a cost advantage. 
The new GEA Ecoflex press line features a special
design, namely a linear shuttle with a horizontal
travel of approx. 30 ft. The floor transport system
on which the blank cart moves is also made by
Strothmann. This RoundTrack® Floor Rail System
with its excellent operating characteristics moves
heavy loads with minimum effort. 

State-of-the-art storage technology by
Siempelkamp Handling Systems   
The high-bay ASRS (automatic storage and
retrieval system) stores the dies for the stamping
press and the blanking press in 50 buffer posi-
tions. These dies have a weight of up to 13.7 (US)
tons. With the help of a load-handling device,
the dies can be stored or retrieved from both
sides of the traveling isle. For changes in produc-
tion, the necessary dies are retrieved from the
storage area and transported by a die carrier to
the presses. Previously used dies are picked up
and moved back into storage. This process guar-
antees a fully automatic and time-efficient die

change. The warehouse management software
for the management and material flow control is
based on client server architecture using a rela-
tional database. An interface to further down-
stream production equipment makes it possible
to operate the line automatically without addi-
tional warehouse operators. 

Automation from the experts at ATR
Electronics, such as the switchboard, the central
control stand, the state-of-the-art drive control,
and the visualization of the line, were developed
and installed by ATR, the experts for automation
at Siempelkamp. One of the main challenges for
ATR was to define and implement the control for
the different loader and unloader devices and the
interface to coil storage and press tool storage. 

Siempelkamp believes in manufacturing com-
plete lines for metal forming from one source.
GEA Ecoflex is an impressive example of this phi-
losophy. Five highly specialized Siempelkamp
divisions worked closely together in order to
develop, build, and install an optimum solution
for the customer. The result is a very efficient
state-of-the-art line for GEA Ecoflex.

One of the largest manufacturers of plate heat
exchangers is GEA Ecoflex located in Sar-

stedt, close to Hanover, Germany. The company
has been manufacturing plate heat exchangers
since 1930. In 2003, GEA Ecoflex moved into new
administrative and production facilities.
In connection with this move, Siempelkamp Press
Systems (today Siempelkamp Maschinen- und
Anlagenbau) was commissioned to develop and
install a press line for the production of plates.
For this project, SPS teamed up with other Siem-
pelkamp Group companies, such as ATR, the
expert in automation, SHS, the specialist for stor-
age systems, and Strothmann, the professional in
connecting different presses via feeder technol-
ogy. This project is another good example of
excellent intercompany cooperation. The line was
approved by the customer in 2003.
At the beginning of 2006, I was able to visit the
plant and met with a very satisfied customer. The
line is running trouble-free and operates precisely
and economically. The production line starts at the
coil processing system where the blanks made of
titanium or stainless steel alloy are cut. A press
loader transports the blanks into a stamping press

where the corrugated pattern is stamped into the
blank. The stamped wave-like structure consisting
of elevations and recesses determines the flow
behavior of the medium inside the plate heat
exchanger. A transfer feeder moves the stamped
blank into a blanking press, where it is cut to its
final size. The finished heat exchanger plates are
then unloaded from the blanking press and
stacked. The stamping and blanking dies are trans-
ported by a fully automatic die change system with
three buffer positions from the die storage to the
presses and vice versa. 
Siempelkamp designs and manufactures wood
presses, plastics presses, rubber presses, and
metal forming presses. The presses for the pro-
duction of heat exchanger plates are downstroke
presses with a press capacity of 150 MN for the
stamping press and 6.3 MN for the blanking
press. The blanking press is a high-precision tool.
The production of plate heat exchangers requires
accuracy to a millimeter. This type of precision is
attained with rigid press frames and press beams
which are cast from a material by the name of
“Sicast” at the Siempelkamp Foundry in Krefeld. 
Certain deformations can never quite be

excluded at such high press forces. However, if
the upper beam deforms under extreme press
forces, the lower beam is designed to counter-
balance such a deformation. Siempelkamp is
experienced when it comes to the design and
implementation of special press concepts. With a
frequency of 300 pressings per hour, the press
operates very economically. Compared to con-
ventional presses, a concept specially developed
for this press helps reduce nonproductive times,
and therefore provides optimum use for the cus-
tomer. 

Connecting presses with technology
from Strothmann Machines & Handling
The automated feeders for press loading and
unloading using Strothmann linear motor tech-
nology increase the productivity of the line with
their high traveling and acceleration speeds. A
Wiplash™ transfer feeder transports the blanks
from the stamping press to the blanking press.
The main feature of this line is a traversing y-axis
underneath the vertical axis enabling a high hor-
izontal speed as well as flexible handling.
Wiplash™ robots are also used for loading and

The automatic storage system

Left: The two presses in line with the automated feeders 

Right: The blanking press
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