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The global economic situation is excellent and companies worldwide are investing in new equipment. The German field of
mechanical engineering is currently experiencing an economic boom. This is outstanding news, but the icing on the cake is
that the companies, currently exhibiting at the Hannover Trade Fair, are even talking about lasting economic growth. 
Finally this development has also got a hold of Germany. For years, Germany has been last in line regarding the economic
growth. Now business activities have definitely picked up. Consumptions and investments are speeding up. Siempelkamp has
been participating in this optimistic economic development:
All three of the company’s business sectors recorded a positive growth in 2006. The sales of the machinery and plants division
grew by 32%; the total order quantity for the foundry division was 37% higher and that of the nuclear technology division
15% higher than in 2005. This pleasant order situation enables us to look into the year 2007 with anticipation. Though the
year has just begun, we have already received many new and interesting orders. 
Our order books are filled; all our capacities are fully used. Nevertheless, we are fighting for each new order and will not grow
tired of convincing all our customers of our abilities. The first Siempelkamp Bulletin of this year, published at the same time the
LIGNA+ Fair in Hannover is taking place, presents many of our accomplishments.  
In one of our articles, we will inform you about our innovative technology for the production of thin MDF boards. The first
plant equipped with this technology has just started operation. A number of constructive changes in the area of the forming
and press line noticeably make such a plant operate more economically and more safely for the user.  
Another article reports about a powerful metal-forming press that forms pipes for the pipeline production industry out of steel
plates with a thickness of 40 mm with a press capacity of 79,366 U.S. tons. In this field, we are a world leader!
The special feature of this press is software developed by our company. With this software, the user is able to simulate before-
hand how the workpiece will be machined, step by step, with the tools, press forces and tool strokes proposed by the 
software. 
The opening of a new particleboard plant built completely by Siempelkamp for the wood-based products manufacturer Giriu̧
Bizonas is another topic worth mentioning. This plant gets everyone’s attention with its dimensions. It is the largest of its kind
in the Baltic States. 
The articles relating to our foundry and nuclear technology divisions provide you with information about new and trend-
setting products and procedures. 
Further, we will introduce extraordinary people to you in this Bulletin. You will meet Gilson Berneck, for example, who is 
working on restoring the image of the particleboard product in Brazil with a remarkable marketing strategy. You will be 
introduced to the Isdra family whose members are versed in many different business fields. Another noteworthy person is our
friend and partner Dario Zoppetti who is currently launching his latest product, a submarine, for a customer in Venezuela. 

The range of exciting topics inside this Bulletin will bring a nice variety to your reading.                                                    

Thank you for your interest in Siempelkamp, 

Dr. Ing. Hans W. Fechner

Dr. Ing. Hans W. Fechner

Chairman of the Executive Board

G. Siempelkamp GmbH & Co. KG

Dear Readers,
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Quality alone is not enough – 
the strategy has to be successful 
Sometimes it is necessary to make a detour in order to find your fortune.

This old piece of wisdom is the quintessence of our story about the production and

marketing of wood-based products in Brazil.

Previous history

In the eighties and nineties, particleboard was
produced on multi-daylight presses in Brazil. The
furniture industry was more or less satisfied with
this situation. At that time, just as everywhere
else in the world, the demands on quality had
not yet fully matured. 
At the end of the nineties, the Brazilian wood
products industry started investing in new plants –
mainly in MDF plants with continuous press tech-
nology but also in continuous particleboard plants. 
The MDF manufacturers promoted the new
product aggressively and, regarding its quality,
positioned it above particleboard. This had an 
influence on the furniture consumers. They were
now informed of the new quality by means of an
attached label when buying furniture. 

The manufacturers of particleboard, which was
also produced using continuous technology, 
suffered unfairly from this campaign. 
MDF was increasingly used even for furniture
bodies despite the fact that the continuously
produced high-quality particleboard would have
been completely sufficient for such use.

Berneck focuses on quality

When Berneck was founded in Bituruna, Paraná,
Brazil, by the father of the current owner Gilson
Berneck in 1950, it was a saw mill.
In the course of a decade, a veneer line and a 
plywood plant were added. At the beginning of
1960, the company moved to Curitiba, Paraná,
and steadily increased in size. 

In 1983 a particleboard line was constructed in
Araucariá, near Curitiba, which was equipped
with a used Siempelkamp tray belt line with a
daily capacity of 180 m3 of particleboard. This
line started the history of wood-based material
production at Berneck. 
In 1992, the plant was considerably expanded
with the construction of a second line – the yearly
capacity rose to 300,000 m3. At the same time, a
short-cycle press line started operation, surface-
laminating some of the produced particleboard. 
In January of 2000, a contract was placed with
Siempelkamp Maschinen- und Anlagenbau,
Krefeld, for the supply of a state-of-the-art 
continuous forming and press line for particle-
board which was to replace the multi-daylight
presses and increase performance. 

This contract included, for the time being, the
last of several continuous Siempelkamp particle-
board plants delivered to Brazil. Other earlier
plants were supplied to Tafisa, Satipel, and 
Duratex.
Within two years, a capacity of almost 2 million m3

of particleboard was put on the Brazilian market
even though a few older multi-daylight lines had
been closed down. These new boards were
superior in quality to those produced on multi-
daylight presses. 
Especially Berneck, one of the last companies to
buy a new particleboard line, wanted to break
out with superior board quality. For this 
purpose and for the first time, the newly developed
Siempelkamp mechanical matforming process
for surface and core layers was installed. The 
surface layer CrownFormers form a uniformly
structured mat. The finer material is placed in
the outer surface layer and the coarser material
forms the inner surface layers – while main-
taining high forming weight accuracy.
The core layer CrownFormer evenly spreads, via
a bed of crown rollers, an optimal homogenous
core layer on top of the surface layer. At the
same time, it is ensured that a sufficient amount
of finer material arrives in the center of the mat
to achieve a higher internal bond.  
Despite a few initial difficulties, the Siempel-
kamp specialists were able to adjust the forming
station to an optimum. In conjunction with the
2,200 mm x 42.1 m (7.2 ft x 138 ft) ContiRoll®

press, the longest press in South America at that
time, a particleboard with a superior quality
could be produced. The ultra-fine surface finish
of the board is especially suited for direct 
lacquering. 

To swim against the flow but 
arrive nevertheless

Even for such an excellent board, it was 
increasingly hard to compete with the trendy
MDF board. After a successful start, the new
product fell into the same trap that the old 
particleboard had fallen into. Sales dropped! 
In cases like these, new marketing strategies are in
demand. Gilson Berneck realized that the entire
particleboard product had to be repositioned. 
The particleboard produced on the new 
continuous lines had little in common with the
particleboard produced on the outdated lines. 

Gilson M. Berneck, President The famous forming machines

The headquarters of Berneck in Araucariá The ContiRoll®

By Ralf Griesche
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A new name for particleboard had to be found.
Berneck made a clever move and came up with
the abbreviation MDP. MDP stands for Medium
Density Particleboard. The first two letters express
the same as in the competitive MDF product.
Now all that was left to do was to convince the
furniture industry of the new product. This could
only be done via clear advertisement. 
Berneck wrote letters to his customers in which
he presented the advantages of MDP compared
to MDF:

•  Lower weight
•  Better swelling properties in wet conditions
•  Higher screw holding strength
•  Better E-module
•  And most important, cheaper than MDF

It was conveyed to the customer that MDP was 
a new product since it was produced using a
completely different method and therefore
could be presented as such to the end customer. 

Berneck attributed the board’s superior quality
to the mechanical matforming process and the
use of 100% pine as raw material for a notably
lighter colored board. 

Ralf Griesche: Mr. Berneck, what prompted
you to give a familiar product, such as
particleboard, a new name? 

Gilson Berneck: With the appearance of MDF 
on our market a few years ago, particleboard
produced on the old multi-daylight presses was
considered an inferior product, which was partly
true. Therefore, Berneck and other large manu-
facturers in Brazil started to invest largely in new
technology and procedures for the production of
particleboard. 
On new continuous presses we were manu-
facturing a completely different product. All 
its technical parameters are excellent and the
product is best suited for the furniture industry.
However, the image of particleboard was ruined.
Given that, it was our goal to reposition particle-
board in the market. 

RG: How did you reposition the new
particleboard product?

GB: The first step was to explain to our 
customers the advantages of the new product.
We did this by using two unbeatable selling
points, “better” and “cheaper”. 
At the same time, we wanted to demonstrate,
even to the end-customer of the furniture manu-
facturers, that we had developed a material that
was light-years away from the old particleboard
product. So we invented MDP. With this new
name, it will also be easier for our customers 
to explain the new product to their furniture 
customers. 

RG: Was it not dangerous to walk this road
alone? 

GB: From the beginning, I was convinced that
this decision was the right one. A new product
was given a new name, even if we borrowed
from the MDF name which, by the way, is
absolutely correct as far as the terminology goes. 
The encouragement we received from our 

marketing partners proved to us that our actions
were correct. Today, a year later, all companies
serving the same market are using the MDP
name for continuously produced particleboard.
Consequently, we eliminated the word 
“Aglomerados” from our company name and
are now calling the company Berneck S.A.
Painéis e Serrados (Berneck S. A. Panels and
Sawn Lumbers).

RG: Can you say that the new name has
already prevailed?

GB: It will still take some time until the end 
customer has completely accepted the new
product and has lost his aversion towards 
particleboard. However, we believe in this 
product, especially with the super quality that
we at Berneck can provide. 

RG: Why are you so convinced of your 
product quality?

GB: Next to the continuous production, which is
also used by other competitors, we are using 
a special matformer by Siempelkamp. This 
matformer provides best results because our raw
material consists of 100% pine. Another benefit
of the product is that we use a greater volume of
thinner particles for the outer layers, which 
provides a superior density on the surfaces. Also
we made some investments in the preparation
line to reduce the silica in the particles. As far as
the surface feel and optical characteristics are 
concerned, our MDP is the best board in Brazil in
my opinion. Just as with MDF, the boards are
well suited for direct lacquering and laminating
even with the thinnest overlays, only at a lower
price.

RG: Has the market situation for particle-
board improved?

GB: Many of our customers have returned to our
new particleboard product MDP. We are so

convinced of this market that we are planning
on building another large MDP plant with a daily
capacity of 2,000-2,500 m3. The market, growing
yearly by 10% to 12%, will easily cope with the
additional capacity until 2009. In addition, more
plywood will be replaced by MDP.  

RG: First of all, however, you will build a new
MDF plant at this location?

GB: Yes, of course. We also believe in MDF and,
therefore, we have decided to invest a lot of
money to compete in this market. The new plant
will start production in the first trimester of 2008.

RG: What will your strategy be like for the
next few years?

GB: We believe that wood materials for 
construction and living related fields still offer
great potential for development in Brazil. We
want to grow and be part of new applications
and developing markets. Soon both MDP and
MDF will belong to our range of products. At the
present time, we are investing in a new saw 
mill at this location. This mill will produce
300,000 m3 of lumber per year. 
We also have a new plant that produces boards
made of plantation teakwood by gluing
together thin pieces of the timber. This product
as well as our other products will be offered on
the market. 

RG:  You already have three and soon you
will have four Siempelkamp plants. Why are
you so loyal to Siempelkamp?

GB: To bring it to a point, Siempelkamp has
always shown responsibility which has given us a
certain security. We trust in the expertise and
experience of the world market leader and, last
but not least, we like their style. 

RG: Mr. Berneck, thank you very much for
your time.

After the initial surprise, Berneck’s customers
confirmed these statements and started buying
the product. 
Today, a year after the repositioning of the
particleboard in Brazil, all manufacturers use the
new name for the product. MDP will reconquer
the market, Gilson Berneck has no doubts about
that. However, he also believes in a future for
MDF as a product that is used for parts with high
and low-relief and solid wood replacements. 

To obtain an even better position in the future, 
a contract for the delivery of a Siempelkamp
forming and press line with a 9’ x 27.1 m Conti-
Roll® press was placed in September of 2006.
This line will produce thin boards with a thickness
of up to 2.5 mm as well as furniture boards, and
will have a daily capacity of 950 m3 of board at a
thickness of 3 mm. Siempelkamp Handling 
Systems was able to sell a cooling and stacking
line, an automatic intermediate storage, and a
sanding line. 
The engineering and planning of the complete
plant was carried out by Sicoplan.

While 10 years ago approximately 1 million m3 of particleboard were produced in Brazil, 2.5 million m3 of
board are produced today. In addition, about 2 million m3 of MDF and approximately 300,000 m3 of OSB
are manufactured yearly. These large growth rates have not come to an end yet because new plants will
be constructed and start operation before long. 

Siempelkamp Maschinen- und Anlagenbau has been successfully operating on the South American market
for a long time. Our office in Curitiba oversees about 53% of the entire market share for continuous
presses and is responsible for service and spare parts supplies for our equipment. Now we are negotiating
a contract for the worldwide longest ContiRoll® Press (9' x 76.9 m) for Brazil. Only this plant will add
750,000 m3/year MDF to the total capacity.

The Brazilian market is the largest market for wood-based products in Latin America. In this market, 75%
of all presses are continuous presses from Siempelkamp. Most of our biggest customers, such as Duratex,
Tafisa, Satipel, Fibraplac, and Berneck, are customers using Siempelkamp ContiRoll® technology exclusively.

The continuous presses for the production of wood-based products have

brought forth unexpected capacities to the Brazilian market:

Interview with Gilson Berneck in Araucariá, Paraná, Brazil

It is wise to use pine as raw material

Edgar Enis Otto Martins,
MDP Business Manager

Market share of continuous presses in Latin America Market share of continuous presses in Brazil

Siempelkamp 
53%

Others 
47%

Siempelkamp 
75%

Others 
25%
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The market demands that machine suppliers
come up with concepts that ensure a safe and
economic production of these specialty boards.
Siempelkamp has developed a special concept
which has received a positive response from its
users. Three plants have been sold to large 
European wood-based products manufacturers
over the last few months. 

Towards the end of December 2006, the first of
these plants started operation and successfully
produced its first board. 

This plant is located in Ilirska Bistica, Slovenia,
and is run by Lesno Kemicna Industrija d.d.
(Lesonit), a subsidiary of Fantoni in Osoppo, Italy.
Fantoni is a manufacturer of wood-based 
products, furniture, and laminate flooring. 

Lesonit was founded in 1944 and produced
fiberboards using a wet-manufacturing process
until 1986. For environmental reasons, the plant
was modified to operate using a dry-manu-
facturing process and has since been producing
thin MDF boards. 

Siempelkamp has developed a complete concept for the production of thin MDF boards 

Thin MDF boards with a thickness 

ranging from 1,5–4,5 mm are increasingly

used as rear panels for furniture and as

core or smooth surface layers for ply-

wood. They replace traditional materials

such as wet fiberboards or plywood for

reasons related to cost and environ-

mental issues.

By Ralf Griesche

The first board

The ContiRoll®

The old infeed heads are removed; the new foundations in the foreground

The 3x diagonal saws

Competitive edge with
advanced technology

In 2000, the Fantoni Group took over the Lesonit
site which is situated close to Fantoni’s main
location in Osoppo (close to Udine).
Soon after, a broad investment plan was quickly
developed to enhance the site. Fantoni decided
to invest in the latest state-of-the-art technology
by Siempelkamp for producing thin MDF boards. 

In October of 2005, a contract for the delivery of
a forming and press line with integrated
ContiRoll® 8.5’ x 23.84 m continuous press was
closed. At the same time, Siempelkamp Handling
Systems was able to sell the finishing equipment
after the press, including a triple diagonal saw, a
cooling and stacking, a storage and sanding, as
well as a packing line. 
The start of construction was mid-2006 and 
the first board was produced on December 12,
2006. The line, which is exclusively designed for
the production of thin MDF board, features:

Fantoni SpA is a group of international 
repute, producing office furniture, partition,
MDF and chipboard as well as other panels,
melamine flooring and equipped walls. 

From its raw materials to its award-winning
furniture, the Fantoni Group is proud of 
its vertically integrated operation. Since 
Fantoni SpA was founded in 1882, it has
carefully built up its operation, integrating its
production processes to create an efficient
system for transforming wood from raw
material to finished product.

Fantoni SpA – the vertically integrated wood transformer

Today, the group is made up of several 
companies and it produces its own resins,
impregnates paper for facing its own panel
products and, with its hydroelectric power
plants, produces a large part of the energy it
needs for its own production processes.

Now the Fantoni Group has gone one step
further and has established a plantation on
its land as part of a project aimed at creating
a local source of raw materials for the 
production of its panels.
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A forming accuracy of +/–2% for 3 mm boards
is achieved. A downstream leveling unit levels
the mat surface. 

– Following an enhanced pre-press, a newly
developed compressor compacts the mat to
the desired nominal thickness and density by
evacuating the air contained in it. Any existing
material lumps are now no longer a danger to
the steel belts.

– If the reject nose is open and the highly pre-
compacted mat enters the ContiRoll® at a speed
of 105 m/min (344 ft/min), the production 
line can no longer be controlled due to the
firmness of the mat. In order to prevent this
from happening, a special device has been
installed, cutting the mat into any desired
length before entering the reject nose. 

– The mat is fed into the press. The highly flexible
press infeed section of the ContiRoll® is the
core component of the plant and is unique on
the market. 

Due to the fact that the modular upper hot-
platen in the infeed section can be adjusted to
any radius, trouble-free ventilation of the mat is
possible. Here, it is decided whether a plant is
suited for an operation at constant high speeds. 
This flexible infeed section is only offered by
Siempelkamp. The pressure buildup and there-
fore the heating of the mat are freely adjustable.

View from the operator’s workplace

The construction department 
visiting the site

The forming and press line

The forming and press line

Cooling and stacking

The forming head

The high surface layer densities achieved 
enable the production of boards that need no
sanding.

– Furthermore, an optimal pressure distribution
inside the press has to be ensured. Siempel-
kamp has developed several methods to 
guarantee this:

New pressure distribution plates beneath the
hotplatens increase the stiffness. Additional
pressure cylinders further improve the pressure
distribution inside the press. An individual
distance control of the cylinders in the calibra-
tion zone and an automatic feed-back from the
board thickness control sensors at the press
outfeed lead to increased production accuracy. 
The press pressure control automatically adjusts
to the width of the mat. 
The frame concept, used by Siempelkamp for
decades, is another reason for the unbeatable
operating precision of the ContiRoll®.

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

All the aforementioned technical features were
developed solely by Siempelkamp and are the

result of over 200 previously sold ContiRoll®

press lines.  

The old existing fiberboard production line
onsite is currently being dismantled to make
room for the finishing equipment by SHS. 
During a second construction phase, a crane
storage system, a sanding and cut-to-size line 
as well as a packing line are installed. 
Lesonit will then be able to produce about 
635 m3 MDF with a thickness of 2.5 mm per day. 

The market for this expensive specialty product
extends throughout Europe: 
95% of all boards are exported; Scandinavia is a
large market where thin MDF boards are used
for door skins. 
Larger amounts of the thin MDF are processed by
Fantoni to laminate flooring and furniture rear
panels. 
The 1.8 mm-thin MDF is a product with a high
demand in the packaging market. Thanks to the
Siempelkamp technology, Lesonit is able to
provide this specialty product. 

During a visit of the plant in mid-January of
2007, the customer was extremely impressed by
and satisfied with the quick assembly and
startup time of the line. 
Considering the many new features this line
incorporates, which are being used in MDF pro-
duction for the very first time, one can only
agree with the customer.

1. Cost efficiency:
With a line speed of 1,750 m/s = 105 m/min
(design) (344 ft/min), it is currently the fastest
MDF line in Europe; even MDF boards with a
thickness of 1.8 mm are efficiently produced.

2. Safety:
At these high speeds and thin board thicknesses,
certain technical provisions have to be in place
to protect the steel belt. 

3. Quality: 
An optimal pressure distribution inside the
press for the production of thin boards ensures
thickness tolerances of 0.1 mm.

Siempelkamp has developed technical solutions
to meet these industry demands and, for the first
time, integrated them into the new Lesonit plant:

– Forming and press line precision starts at the
matformer bunker. Fiber flow and falling
height are optimized in order to achieve an
even cross-wise distribution in the bunker.
High density spots are thus avoided.

– The StarFormer spreading head with very fine
gap settings prevents larger material lumps
from getting into the mat and ensures an even
length-wise distribution. 
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CMC Texpan – a reliable partner
in plant engineering

For a quarter of a century, Siempelkamp and CMC Texpan have been business partners. Forming

machines and other aggregates for wood-based material production plants are developed and built

in cooperation. I visited the plant in Colzate, Italy, and talked to Dr. Dario Zoppetti, president of

CMC Texpan, to commemorate our excellent cooperation of 25 years. 

A little bit of history

CMC S.r.l. (Carpenterie Metalliche di Colzate)
was founded in 1962 by Dr. Zoppetti’s father and
a few other businessmen as a metal-working
company.
In 1972, after completing a technical program of
studies at a university, Dr. Zoppetti joined the
company and started a cooperation agreement
with ELMAG SpA, the representative office of 
the Siempelkamp Group in Italy. This paved the
way towards products for the wood-based
material industry. 
CMC began to produce machinery and plants
for the wood industry such as loading and
unloading equipment, finishing lines for furniture
components and vibrating screens. 
In 1976, Texpan SpA was founded as a spin-off
of the ELMAG with the intention of focusing on
the field of particleboard production. 
In 1980, CMC cooperated directly with Siempel-
kamp and started to build forming machines for
different wood-based material types (PB, MDF,
OSB).

In the following 15 years, CMC grew immensely,
doubled its production capacity and took over
the expertise and personnel of Texpan in 1997.
The label CMC Texpan now offers the production
and engineering of machines. 
In 2005, Siempelkamp increased its share in
CMC Texpan to 40% and thus underlined its
trust in the company after successful cooperation
of many years. 

Reflecting on these milestones, Dr. Zoppetti says:
“The formed alliances helped us conquer new
products and markets. The strategic partnership
with Siempelkamp provided us with contracts

for forming machines, amongst others, which we
as subcontractor built according to Siempelkamp
drawings. This area amounts for about 30% of
our orders. Another 30% is machinery that 
we developed on our own and, together with
the associated engineering, offer to the wood-
based products industry. With our expertise and 
experience, we have become the number one
when it comes to the construction of forming
machines for forming and press lines.“

The CMC Texpan range of products consists, in
addition to forming machines, of storage bins
for chips and strands, mat scales, saws, and

loading and unloading equipment for short-cycle
presses. With this offering, CMC Texpan makes
about 70% of its sales with the wood industry.

Off to new shores

“The remaining sales are generated with 
challenging projects in the field of metal 
working,” notes Zoppetti.
Just recently, two submarines for a power supplier
in Venezuela were produced.  
One submarine is going to be used as a work
unit and the other as a manned control unit.
Both are designed to open the turbine valves 
of a dam at a depth of 40 m and carry out 
inspections.
“This order was a challenge for the entire team.
The project brought out the strengths of our
company. Flexibility, the dedication of our
employees and the quality of our work are the
traits that make us so interesting to the market.

We will continue cultivating these characteristics
in the future because we know the market will
reward us for it. Just recently, we received the
order for three more submarines.”

Nobody should think that CMC Texpan is turning
into a shipyard for submarines, moving down
the little river of Serio running through Colzate
and disappearing into the Mediterranean Sea.
However, a healthy diversification in different
fields is close to Zoppetti’s heart.  

“We are concentrating on machinery for the
production of wood-based products, which is a
field that generates profit for us. At the same
time, we are becoming established in other
fields which will help us compensate possible
risks and research new industrial sectors.  
The principle of a continuing improvement
process is important to me. To achieve this 
principle within a manageable timeframe,

you need small units which operate flexibly, 
dynamically, quickly, and aggressively in the 
market, and are willing to take risks. Our 
company in Colzate with its 70 employees has
mastered all this and we are proud of it.”

No doubt, the company, located at several 
sites, is well organized. All processes such as 
cutting, welding, and machining are carried 
out on state-of-the-art machinery by highly 
motivated and well-trained employees, most of in
whom have been with the company for decades.
Still, I am curious about what the future strategy
in a high-wage country like Italy will be. 
“The market will decide,” answers Zoppetti,
“Sure, hourly wages and transport costs are
high, but quality and reliability are rare these
days. Many customers are willing to pay a fair
price for them in many cases. The question of
whether to purchase products, produce them in
a low-wage country or produce these products
here in Italy has to be weighed as the case arises. 
We already operate double-tracked because we
also have a production location in Rumania.
Thus, in my opinion, we can easily withstand the
competition and can calmly await the challenges
of the years ahead.”

Dr. Dario Zoppetti

The work unit submarine full of batteries The work unit in total

The manned control submarine

Discharging bunkers for particles

By Ralf Griesche
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Schloß Holte-Stukenbrock, Germany – On
March 20, 2007, Deckel Maho, a subsidiary

of the Gildemeister group, officially inaugurated
a flow production line. In a nutshell, this brings
about the following advantages: the new facility
requires less floor space, has considerably
shortened throughput times and facilitates
adherence to delivery dates. The two-track
system, which the machine tool manufacturer
from Seebach (Thuringia) mainly uses for the
assembly of the universal milling machines DMU
50 and DMU 70, measures 2 x 74 m. The facility
is based on RoundTrack® technology from
STROTHMANN Machines & Handling. With a
low rolling resistance coefficient of 0,01, the
patented system provides extremely smooth
running and ensures excellent positioning
accuracy for machines in their assembly
positions. The East Westphalia-based handling
specialist was the main contractor for the new
flow production facility.

After evaluating a wide range of other concepts
in advance, Deckel Maho negotiated with a
number of potential suppliers and in the end
decided upon STROTHMANN’s system. The
RoundTracks® are recessed into the hall floor.
They are used to carry mobile trolleys with trans-
port platforms as the second core component of
the system. The platforms rest on four consoles
in their idle state. During transportation,
pneumatic cylinders lift the platforms slightly
and set them down once they reach the next
assembly station.

Always under pressure

This set-up may at first appear rather simple, but
in practice it turns into a challenge for machine
builders, since all machine tools under construction
must be continually supplied with energy and
compressed air as they move along the line.
Power supply is ensured by two conductor lines

(50 and 60 Hz) to the right and left of the path,
but providing a continuous compressed air
supply posed something of a challenge to the
STROTHMANN developers. This task was solved
by means of two separate compressed air lines.
During assembly, the platforms on the trolleys
are supplied via an air coupling on one of the
four resting consoles. Before the transport to the
next station, the connection is not disrupted
until the air supply within the lifting cylinder has
docked on properly. This line is carried along by
the trolley on its energy guiding chain. As soon
as the platforms have reached their new
position, the lowered trolleys return to their
starting position beneath the platforms until the
next unit is due for transport about eight hours

Deckel Maho kicks off flow production line by using STROTHMANN RoundTrack®

flow assembly technology

By Derek Clark

Machine tools pick up more
speed on the factory floor

The new DMU 70 eVo 
linear model features 
an X-axis linear drive,
fast rotary axes and a
wide B-axis swivel range
of 102°

First assembly step of the line

Machines & Handling
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later. The two lines opposite each other are
synchronized, including the transfer of empty
platforms to the neighboring line via a 
transversing trolley. The new system's key
feature is indeed the continuous power and air
supply during transportation, which allows
Deckel Maho to start the 25-h final test run for
the milling machines already on the assembly
line.

Reliable vibration prevention

Test-running the machine tools leads to
vibrations, which can, at worst, result in 
resonance affecting the machine and handling
equipment. “To prevent that, we have
thoroughly braced the shearing platform. With
an unloaded weight of 2.8 tons, this is a really
massive steel construction”, explains Helmut
Wiesing, a STROTHMANN sales staff member.
Placed on top of the platform is a 2 x 2 m steel
bearing area, which is precisely aligned with a
tolerance of only 0.1 mm. The welded construction
could additionally have been filled with a
compound material to further increase the inertia
of the platforms. This precision within the
production facility eventually ensures high
operational quality of the machine tools.

Increased productivity

Due to the smooth, continuous assembly, Deckel
Maho has succeeded in reducing assembly lead

time, thereby increasing productivity. The
company's competitive position is further
strengthened by increased material turnover in
the plant, optimized use of space and a decreasing
stock of unfinished goods. The advantages of
flow production are especially obvious in a direct
comparison of throughput times: in a stationary
box, a DMU 50 or DMU 70 machine takes about
21 days to be fully assembled. The new assembly
line shortens this process to twelve workdays. 

“The flow production, which has much in
common with a conveyor belt, now brings the
machines to our employees, which primarily
saves time we used to lose in the in-house
transport phase. Moreover, the workers can now
fully concentrate on their tasks due to division of
labor and job specialization, which also
minimizes the risk of errors”, emphasized Martin
Boelter, Deckel Maho's managing director,
during the official inauguration of the new facility.
This also means that no one needs to search for
components or tools that have been carried all
the way through the plant by a co-worker
because they were needed elsewhere.

Piggy-back ride to the next station

Deckel Maho has invested a total of 1.6 million
euros into this project. The result is a visually and
technically stunning system with a floor space of
1,000 m2. The two assembly lines with 14
stations and 13 trolleys each operate in opposite

directions, but form a closed system with assembly
platforms for the machine tools and trolley
modules which serve to transport the platforms
from one assembly station to the next in piggy-
back fashion. Both lines are connected via a
traversing trolley, which means that the
platforms do not need to be transported back,
but reach the starting position of the neighboring
line immediately once they come around. Since
there are also parallel pre-assembly stations,
Deckel Maho can now produce two finished
machines in an eight-hour cycle, with one step
of the assembly line per day. The main products
of the Seebach plant currently are the universal
milling machines DMU 50 and DMU 70.

Conclusion

With the investment in the Seebach plant,
Deckel Maho implements job mobility for
machines instead of workers. This is made possible
through a simple rail system which enables
machine manufacturers to set up flow production
lines, thereby exploiting unused potentials and
improving productivity. In his speech at the
inauguration of the plant, Günter Bachmann,
member of the board of Gildemeister AG,
emphasized the point that investments in
sophisticated transport and manufacturing
technology are an essential condition for
continuing machine production in Germany. 

Company Background

STROTHMANN has been a force of innovation
in transport and handling facilities ever since the
company was founded in 1976. With 86
employees worldwide, STROTHMANN manu-
factures linear and rotary robotic components
and systems, including end-of-arm tooling,
employed for handling a host of materials 
in a wide variety of process applications.
STROTHMANN feeders and shuttles are typically
used in sheet metal de-stacking and stacking,
bodyshop transfers, part and pallet racking and
stacking, inter-press automation, linear and
gantry robots for transferring parts and machine
tool load and unload systems. STROTHMANN is
also the inventor of the patented RoundTrack®

Floor Rail System. Due to an extremely low
rolling resistance, it allows for simple and
inexpensive planar transport of large loads
within a production site. Running on concave
roller profiles, even 10-ton devices can easily be
moved by hand by a single person along a
RoundTrack® protruding only millimeters from
the floor.

Deckel Maho Seebach GmbH, a subsidiary of
the Gildemeister technology group, specializes
in the production of small and medium-sized
CNC universal milling machines and machining
centers. The company, which has approx. 600
employees, also manufactures high-precision
machine components for the whole Gilde-
meister group.
Gildemeister, a leading international manu-
facturer of milling and turning machine tools,
also provides modern ultrasonic and laser-based
technology. The technology group employs a
total of 5,558 people.

Raised hoist platform for cross-shuttle operation

Assembly line view

Assembly line view at installation stage

G. Bachmann at the inauguration of the plant



SIEMPELKAMP | GIESSEREI 18 | 19SIEMPELKAMP | GIESSEREI

The success of the Siempelkamp Foundry 
is not only measured by the weight of the

castings it produces, but also by the special
application areas for which these casting are
produced. For such applications, we could 
convince our customers of the advantages of
ductile cast iron. 

This was also the case when Deckel Maho came
to the Siempelkamp Foundry with the design
drawings for a new mill center. It was the 
general belief that gray cast iron would be the
best material for the machine bed of a machine
tool. This concept resulted primarily from 
previous experiences but also from the 
ignorance about the mechanical properties of
ductile cast iron. 

The requirements for the new machine type,
which can indeed be compared to a quantum
leap as far as new mill centers go, added to the
misconception. The “little brother” of the new
machine is the DMU 200. This milling tool can
machine workpieces with a weight of up to 8 t
(8.8 U.S. tons). To set up the machine, an area of
8,800 mm x 7,900 mm (28.8 ft x 25.9 ft) and a
height of 4,175 mm (13.7 ft) is needed.

The new DMU 340 should surpass these values.
On this machine, workpieces with a weight of
up to 20 t (22 U.S. tons) can be machined. The
set-up space needed for it amounts to an area of
11,250 mm x 10,310 mm (37 ft x 34 ft) with an
overall height of 6,050 mm (20 ft). The traverse
path of this machine adds up to 2,800 mm x
3,200 mm x 1,600 mm (9 ft x 10.5 ft x 5 ft). With
these dimensions, the machine falls into the 
category of “giant milling machines”. 

Another challenge for the machine bed was the
way it was going to be set up. Despite the high
load when machining heavy workpieces, the set-
up of the milling center can be done without a
foundation. The entire machine sits on three (3)
supports. This type of construction for a milling
center is called inherent rigidity.

Already during our first meeting, an important
foundation for later success was laid: the trust of
a globally reputable machine manufacturer in
the experience of the specialist for castings
made of cast iron. 

First of all, it was necessary to become familiar
with the customers’ needs and to understand
their fears in order to know what is important to
them and what to pay attention to. The high

Mill center DMU 340

The unfinished casting
inside the fettling shop

Siempelkamp Foundry supplies
core components for a state-of-
the-art mill center 

By Frank Gerst

The machine bed during mechanical machining 

demands Deckel Maho puts on its products were
accepted by the Siempelkamp Foundry and
incorporated into the production of the castings. 

The first design drawings were revised in cooper-
ation with the customer. Casting-related issues
were pointed out by the Siempelkamp specialists
and incorporated into the machine design
together with the engineers from Deckel Maho.
In the process, the theoretically determined 
casting stresses were taken into consideration. 

Next to optimizing the castings, the optimal
material was selected. Based on FEM calcula-
tions, EN-GJS-500-7U was determined to be the
material for the machine bed and EN-GJS-600-
3U for the supports.

With the help of a computer-aided simulation 
of the casting process, the gating system and
further casting- and form-relevant parameters
were determined during the next planning step. 

The design of the pattern equipment (pattern-
making) was also Siempelkamp’s responsibility.
Pouring position, necessary drafts as well as 
the shrinkage during solidification of the iron
inside the mold are important variables that
need to be incorporated into the planning
process. 

The machine bed has the following dimensions:
6,950 mm x 4,050 mm x 1,648 mm (22.8 ft x
13.2 ft x 5.4 ft). The casting weight amounts to
about 42,000 kg (46.3 U.S. tons).

The machine’s support weights 16,000 kg (17.6
U.S. tons) and has the following dimensions:
4,080 mm x 3,507 mm x 1,780 mm (13.4 ft x
11.5 ft x 5.8 ft).

The Siempelkamp scope of supply is completed
with the delivery of the unfinished casting. The
mechanical machining and assembly of the
entire milling center are the customer’s responsi-
bility. 

The success of this project is the result of a partner-
like cooperation between the customer and
Siempelkamp Foundry. More than 40 supplied
machine beds and their corresponding supports
meanwhile provide both companies with the
assurance to have made the right decision
regarding the introduction of this machine. 
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Sigitas Paulauskas,
President of Giriu̧ Bizonas

At the Hannover LIGNA+ fair in May of
2005, Siempelkamp signed a contract for

the construction of a complete particleboard
plant in Lithuania, taking on the role as main 
supplier.
The earthworks began at the site Kazlu̧ Rūda,
25 km north of Marijampolé, not far from the
border with Poland, in the fall of 2005.
The long and harsh winter of 2005/2006
interfered with the time schedule for the 
construction-related infrastructure so that the
assembly of the machinery was delayed. 
The first board was produced on February 17,
2007. On February 20, 2007, visitors were
invited to take part in the inauguration of the
plant. 
Fine tuning of the plant will continue until the
end of March 2007. Once running at full
capacity, regular 3-shift operation will start. 

Giriu̧ Bizonas therefore owns the most up-to-
date and efficient particleboard production
plant in the Baltic States and beyond. For the
country, this line is of strategic value with
regard to tapping into the available large 
forest resources. It will advance the rising 
furniture industry and create 100 new jobs.  

The planning and engineering of the com-
plete plant, the purchasing of machinery from
different suppliers, the assembly supervision,
and the startup were carried out by Siempel-
kamp. The Siempelkamp Group supplied 
the following equipment: dryer (Büttner),
screening machines (PAL), resinating system
(IMAL), forming and press line with ContiRoll®

continuous press as well as the cooling and
stacking line with storage, sanding, and cut-
to-size system (SHS).

Mr. Paulauskas, what is the history behind
Giriu̧ Bizonas?

S.P.: Already during Russian times, there was
a wood processing plant situated at the site
Kazlu̧ Rūda, mainly for solid wood processing. 
In 1994 a particleboard line started operation
producing about 50,000 m3 of particleboard
per year on a 2-daylight press. 
These particleboards were supplied to the
rising furniture industry in Lithuania. With it
the name Giriu̧ Bizonas was born.
In 2002, the VMG as a holding company for
different wood-related processing activities
was formed, under whose roof Giriu̧ Bizonas
resides.
The demand for high-quality particleboard
had increased in Lithuania tremendously.
However, the production at the time was only
able to provide about half of the annual need
of 500,000 m3.
In 2005 a supply contract for a state-of-
the-art particleboard line was signed with
Siempelkamp and construction of this line
started at the end of 2005.
On February 16, 2007, the line produced its
first board.
With a yearly production capacity of about
460,000 m3 of particleboard, Giriu̧ Bizonas is
able to supply the entire Lithuanian furniture
industry. 

If a company invests its total yearly revenue
into new equipment, it must belong to a
strong group, have a lot of trust in the
market, or receive certain financial aids.
Which of the three was the case at GB?

S.P.: Actually all three of these requirements
applied. 
Giriu̧ Bizonas is part of a strong group – the
VMG –, which, in addition to wood-based
products, manufactures furniture and plywood.
50% of VMG in turn belongs to SBA Baldai,
the largest furniture manufacturer in Lithuania.
With it the second criterion is met; the sale of
new capacities is secured. 
The investment of about D60 million was 
subsidized with over D13 million by the Euro-

pean Regional Development Fund. With the
help of this fund and with the means the GB
was able to provide, we were able to convince
a group of banks to financially support our
project. 

You have ordered a complete plant from
one manufacturer. What was the reason
for this decision?

S.P.: We have been in close contact with 
several different machine manufacturers for
many years. We mostly wanted to benefit
from the experience of a larger manufacturer
which had the expertise to develop the 
optimal machine configuration for us. First-
class engineering was definitely important to
us! We wanted to work with Siempelkamp
because their technology and engineering
convinced us from the start. However, since
we were using European Union funding, we
had to follow an open tendering procedure. A
very competitive price helped Siempelkamp
win the contract in the end. 
We contracted a company for the construction-
related infrastructure work; Siempelkamp
took care of everything else from the steel
construction, to purchasing the equipment
from outside suppliers, to the installation, to
the startup. 

How did the assembly and installation of
the line proceed?

S.P.: The earthworks and the construction-
related infrastructure experienced a delay be-
cause of the very harsh winter in 2005/2006
which in turn influenced the time schedule for
the installation of the equipment.
Otherwise, the teams of the different suppliers
and our people worked well together under
Siempelkamp’s supervision. 
The line started running in February of 2007.
We now hope for a quick transition to a 
3-shift operation. 

Once the line is fully operational, it will
produce 1400 m3 of particleboard a day.
That is twice the amount of the national

Interview with Sigitas Paulauskas,
President of Giriu̧ Bizonas

production. What are you doing with all
these boards?

S.P.: About 80% of the production is
intended for the Lithuanian market. With it,
we satisfy the demand of the furniture manu-
facturers in our own group but also nation-
wide. We thus help promote the development
of the Lithuanian furniture industry and
related sectors. About 20% is exported,
mainly to White Russia. 
We do not think the amount of boards pro-
duced will cause problems such as a decrease
in price. The demand for high-quality particle-
board is, even in our neighboring countries,
always higher than the supply. 

Have you thought about entering the
MDF market?

S.P.: Yes, we have worked on an MDF project
for a longer time. 
While we still need to find a location, talks
with partners and financial institutions are
already well under way. 
We hope to be able to put the project up for an
open tendering procedure this year. An MDF
production line would enable us to offer high-
quality 3D fronts to the furniture industry. 

Why did you decide on Siempelkamp as
the general contractor?

S.P.: We are convinced of the Siempelkamp
technology and on top of that we are
impressed with the company’s engineering
and planning strengths. We were also very
pleased when we found out that the price for
the machinery was right. This, in the end,
helped Siempelkamp win the contract. 
During the entire project process, we were
pleased how professionally Siempelkamp
handled the project. In close cooperation with
our own people, problems were openly dis-
cussed, solutions were found together and then
quickly implemented. All in all we can say it
was the right decision to go with Siempelkamp!

Mr. Paulauskas, we thank you for your time!

The forming and press line.
The ContiRoll® hidden under 
a fume extraction system

Inauguration of UAB 
“Giriu̧ Bizonas”
The most up-to-date particleboard plant of the Baltic State

By Ralf Griesche
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Description of the
plant layout

4. 
Wood chips are processed to
particles and then subsequently
stored inside a wet particle silo

7. 
Wind sifter separates particles for
the core layer; separation of large
chips and pollutants 
(especially rocks and sand)

3. 
Storage system for chips and underground discharge
to knife-ring flakers 

2. 
Chipper that produces wood chips out of logs 

12. 
The double diagonal saw downstream from the press
cuts the board to length 

16. 
Saw line with 4 variable saws cut the sanded boards
to size 

15. 
Sanding and saw line with reject station

1. 
Feeding system for logs

9. 
Forming station:
the continuous mat is
formed using 4 separate
forming heads 
(two forming heads
each for two surface
layers and two core
layers)

5. 
Particle dryer capable of a water vaporization of 45 t/h

8. 
Separate resination of particles for surface and
core layer

11. 
The heart of the plant: the ContiRoll® presses the
mat into an endless particleboard 

13. 
The boards are cooled in a star cooler ...

14. 
... then stacked and transported to the intermediate
storage 

6. 
The dried particles are
screened: wood dust is
discharged, particles are
screened according to
their size into face and
core layer particles, and
oversize particles are
reprocessed 

10. 
Flexible infeed
head of ContiRoll®

continuous press
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There are currently several pipelines in the
planning and execution phase, resulting in

increased demand for machinery and plants to
manufacture them.
Siempelkamp, which has been supplying such
machinery for decades, particularly for the
metal-forming element of this work, has now
also won an order for an O-forming press. 
The Chinese company Baoshan Iron & Steel Co.
Ltd awarded SMS Meer in Mönchengladbach,
Germany, the order for a complete pipe plant at
the end of 2005.
Siempelkamp was chosen by the end customer
Baosteel as the subcontractor for the delivery,
assembly and commissioning of the O-forming
press, as Siempelkamp has the most expertise
and best credentials in this type of press. 
Siempelkamp has already built or modernized and
successfully commissioned 3 such large presses.
A pipe plant for manufacturing pipelines is a
hefty plant whose core, the forming technology,
consists of three different types of press:
The bending or crimping press, which bends a
prepared sheet at the longitudinal sides. On the
subject of the sheets, we are talking here about
special steel with wall thicknesses of 6–40 mm.
These sheets are up to 18.3 m long and the
finished pipe can end up with a diameter of up
to 1.42 m. A sheet therefore then has the

dimensions of a 3-room apartment and a 
weight of roughly 20 passenger cars, i.e. it
weighs up to 25 t.
After bending, the sheet is fed into the U-form-
ing press via roller conveyors. Here the tool
stamp presses the sheet into a U shape, while at
the same time rollers on the sides press the pre-
formed sheet steel inwards around the stamp.
After bending, the U-shaped sheet (U-canning)
is fed into the O-forming press via further roller
conveyors
In the O-forming press, the U-shaped canning
gets its actual pipe shape as an upper and lower
shell-shaped tool picks up the blank and the
press closes and produces the pipe.
After that, the accurately joined sheet ends are
automatically welded and the pipe is cleaned
and checked. 
What on paper seems so simple is in reality a
process in which the key is to control tremendous
forces with the precision of a watchmaker.
Hence the 8 main cylinders, some components
of which are cast, assembled and tested at
Siempelkamp in Krefeld, attain an incredible
pressing force of 72,000 t. A sheet with a thick-
ness of 40 mm and a length of more than 18 m
can thus easily be formed.
The sheet ends to be welded must be com-
pressed together extremely precisely as far as the

joint in order to obtain a precisely defined and
specified weld root.
The 8 press cylinders are installed in a 21 m-long
and 13.5 m-high press design that must be able
to withstand this force.
Heavy parts such as press frames and platens are
manufactured on the basis of Siempelkamp
drawings with supervision of the production by
Siempelkamp in China, and therefore meet the
contractual requirement for “local content”.

The O-forming press is expected to be fully
assembled by the end of 2007 and will then
weigh a total of approximately 4,000 t.
Similarly, the first pipe to be produced in an
automated process is also planned for the 4th

quarter of 2007. 500,000 t sheet steel per year
can be processed on this O-forming press,
which, on the basis of a weight of 25 t for the
heaviest pipe to be produced, would be enough
for 360 km of pipeline.
The press has a busy life ahead of it if it is to produce
the length of pipelines planned in China alone.

Pipelines for the world
The shortage of energy in industrialized and emerging nations means a demand

for increasingly large volumes of oil and gas supplies. Pipelines have become

established as a reliable and fast means of transporting these materials.

These pipeline conduits are often many thousands of kilometers long, are 

routed in the deep sea or they wind through wildernesses or endless sheets 

of ice. In short, they are feats of precision engineering, despite their size.

An animation of the O-forming press

The press was designed as a downstroke 
press on which 8 cylinders with a total press

rating of up to 72,000 t form a pipeline tube.
These hydraulic plunger cylinders, which have
an integrated preforming cylinder, are an extraor-
dinary piece of custom work. This preforming
cylinder closes the press with a low pressing
force and – more quickly than the main piston
can – thereby presses the tube forward. Then,
the entire cross section of the press piston is sub-
jected to full hydraulic pressure, shaping the tube.

The outer diameter of a cylinder is 2,280 mm
and the total length is 4,190 mm. The maximum
operating pressure is 355 bar, achieving a 
pressing force of 9,000 t.

The structural design

The cylinder housing is a multipart structure in
which the cylinder tube and cylinder base are
held together by means of prestressed tension
rods. The tube and the main piston consist of

Custom work
Krefeld-based Siempelkamp Maschinen- und Anlagenbau designs and

manufactures 8 oversized cylinders for Baosteel’s O-forming press.

Assembling of 
a cylinder in the
workshop 
in Krefeld

By Sigfrid Buecher

By Klaus Wollny
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forged alloy special steel, the cylinder base of
ductile cast iron from Siempelkamp’s own
foundry.
The fixed preforming piston, which plunges into
the main piston, is screwed to the cylinder base
with torsion-free tension rods.
The guide bushes are made from centrifugally
cast bronze, while the main piston packing is

designed as a prestressed collar/V-ring packing.
The seal for the preforming piston is located in a
special carrier ring that “floats” in the main piston
in order to reliably preclude dual guidance and
prevent the main piston from sticking.

Each cylinder is mounted on the press frame
with 8 prestressed tension rods. Heavy load-
distribution plates are used to ensure that the
pressing force is introduced evenly into the 
moving beam.

Once the cylinder parts had been machined,
they were assembled in Siempelkamp’s plant. To
facilitate transport and subsequent assembly 
on the construction site, the cylinders were
assembled “head over”, just as they will be
installed later.
The leaktightness of the system was verified in a
functional test.
The cylinders – each weighing 110 tons – will
then start on their long journey to China.

110 tons on the way 
to China

The cylinder construction and how it works

Siempelkamp now also has 30 years’ ex-
perience in this field; understanding the

process is the key to building presses that 
function perfectly.
With this knowledge, Siempelkamp has now
developed the CUO application software which
in this case was designed specially for the
Baosteel pipe-forming line.
This software helps the user determine all of the
basic data in order to produce pipes virtually on
the press line using the finite element calculation
method. 
Once the operator has entered the initial values
into the program, the PC calculates the requisite
process parameters such as sheet width, tools to
be used, tool strokes and pressing forces.
With these parameters, the calculation process is
shortened considerably using the finite element
method, allowing the operator to quickly 
perform comparative calculations. 

However, the actual new feature of this software
is that the program specifies starting values for
the sheet width and choice of tool etc., for
example, depending on the steel quality, outer
diameter, wall thickness and pipe length.
Siempelkamp has evaluated these starting
values over the years and developed its own
expertise in this area.
Bearing in mind that the sheet metal undergoes
a number of compressions and expansions
during the forming process, the issue for
example of the correct width of a sheet to be
machined for a predefined pipe with a specified
circumference/diameter is a crucial one.
This knowledge is normally set down in tables
and held in the heads of experienced plant
operators. Siempelkamp has now formulated
this knowledge and made it accessible to others
in this program.
To simulate the forming process itself, the FEM
program is able to shape the sheet virtually with
crimping, U-bending and O-bending.
The user can see step by step exactly how the
workpiece is shaped with the tools suggested 
by the application software, the specified
pressing force and tool strokes etc. The distribution
of stress is shown by means of color profiles
within the material and it is possible to check
that the workpiece has been formed correctly. 
It is possible even at this stage to make an

assessment of the quality of the end product.
This saves a large number of “trial and error”
attempts in the production of pipes and
therefore expensive materials and time.
The values calculated using the FEM (FE results)
are compared with the starting values
(estimates) in the program and may deviate
slightly from these.
These values are then entered by the machine
operator and the forming process can proceed.
However, as in each case these are calculated
values that cannot reflect all ambient factors, it is
possible to enter differing values from practical
tests into the system. This means that there is a
corresponding reaction to the calculated values.
Ultimately, apart from the hardware (press)
Siempelkamp Maschinen- und Anlagenbau is
also providing Baosteel with the software for
checking and completing the forming process
without any loss.
In a training session with this software organized
for the crew of users in Krefeld in March 2007,
we established that the customer had recog-
nized the immense value of this process soft-
ware.
This expertise can of course also be transferred
to any other pipeline tube-forming press, which
is why Siempelkamp can be seen as the hard-
ware and software supplier of the future.

CUO application software

Building metal-forming presses on

this scale required many years of

expertise; in the past, understanding

and implementing the technology of

the forming process was left to the 

operator of such presses.

FEM-Simulation: Sheetedge
in crimping tool (left) 

and crimping process (right)

U-bending (left) and O-bending (right)

By Frank Blömke
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Order from Taiwan

SNT successfully beat off international com-
petition to win the contract from Taiwanese
power supplier TPC (Taiwan Power Company)
in June 2004 to supply the system technology
for a drum store. Conditioned radioactive
waste from the operations of the Lungmen
power station, currently under construction,
are in the future to be put into interim storage
at the plant for 40 years in 200 liter drums on
stainless steel pallets. The store is planned to
have a capacity for the storage of 20,000
drums in total.

Automated store management

SNT is responsible for supplying all the system
technology for the automated storage of the

drum pallets. The supplied technology allows
each of the stages involved in the process of
putting the drums into the storage to be 
controlled, administered and monitored con-
veniently from the control room at the plant.
Since the radioactive drums are handled by
remote control, the amount of exposure to
radiation of the plant personnel is reduced to
an absolute minimum. The drum pallets (“Six
Pack” type) are brought into the transfer posi-
tion for further transportation by a specially
designed bridge crane. The intelligent control
system generates automatic transportation
orders for optimized storage, taking account
of the radiology and weight of the drums.

Automatic guided vehicles bring the pallets to
the allocated storage point as if driven by
ghosts. An inspection station is also provided

where individual drums can be picked up
from the pallet by a drum crane for inspections
or resorting. All transportation and storage
movements are shown in real time on moni-
tors in the central control unit. The operators
therefore have a full overview and complete
control of all the automatic transportation
operations in the plant at all times. In
addition, an efficient camera system is also
provided for visual monitoring. A total of 15
controllable cameras, some of which are
shielded against radiation, are fitted to the
crane systems, pallet vehicles and in the storage
areas. The core of the plant is the store
management system which saves the 
actual storage position of every drum, along
with key data for each one (dose rate, 
constituents, etc.).

Driverless pallet vehicle

Special shielded 
forklift truck

By Wolfgang Koller

produced jointly with Siempelkamp-ATR. All
the special components required were 
produced by top-name subcontractors.

Important reference project

The works acceptance inspections and ship-
ment of the components to Taiwan were
completed on schedule in 2006. Since TPC is
making slower progress on the construction
of the drum store than originally planned, the
components are currently stored on site in
warehouses, some of which are climate-
controlled, until installation can be started.
TPC plans to put the drum store into opera-
tion in mid-2009. This order is a key reference
project for further SNT activities in the Asian
market.

To cover any possible plant failures of 
malfunctions, SNT also supplies a manually
operated, radiation-shielded forklift truck for
intervention purposes, such as recovering a
drum which may have tipped over. The steel
pallets were developed by SNT in-house and
are specially designed for the requirements of
different types of transportation equipment.
As part of the contract, TPC placed an initial
order for 200 of these drum pallets.

Teamwork – made by Siempelkamp

SNT handled this highly demanding project by
involving a number of different branch
offices, i.e. the responsible project team was
made up of engineers from the SNT offices in
Krefeld, Linz and Heidelberg. The overall 
control and visualization system and the 
complete store management system were

Taiwan places its faith in nuclear energy. Siempelkamp Nuclear Energy supplies the

equipment for the plant drum store at the new Lungmen nuclear power station.

SNT equips a 
drum store facility
with forward-
looking system
technology

Installation of the control consoles at ATR Crane unit during the works acceptance inspection

Drum grab
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After his studies at the Aachen University of
Technology, which he completed with a

degree in process engineering, Heinz Classen
started working as an engineer in the research
and development department of Babcock 
BSH in Bad Hersfeld, Germany, in 1978. Bab-
cock, as well as other companies in Classen’s
career, were strongly export-oriented companies
in the machinery and plant engineering field.
Babcock BSH AG originated from two com-
panies, Büttner in Krefeld and Schilde in Bad
Hersfeld. The main products included process
plants for the chemical industry, whereas the
branch in Bad Hersfeld mainly manufactured
plants for the production of wood-based and
building material products. 

Both Krefeld-based companies, Büttner and
Siempelkamp, have connections reaching back
to the 19th century. With the patent for the
drilled hotplaten used inside the machine, Ger-
hard Siempelkamp, who back then worked as
an engineer for Büttner, went into business for
himself. Both companies worked closely
together especially in the production of machinery
for the wood-based products industry. Siempel-
kamp presses and Büttner dryers were a 
successful team for many years. 
After his first experiences in the area of develop-
ment, Classen worked as a project manager for
3 years before he switched over to sales in 1982.
In the following year, he accepted the task of
establishing a sales and service organization for
Babcock BSH products for the wood-based and

building material industry. “These years have
shaped me,” comments Classen. “The direct
contact with the customers cannot be replaced
with anything else. Only through it can 
you find out what your organization has 
to accomplish in order to be successful. The 
conversion of market demands into products,
services, and the organization of a company is
the responsibility of the managing director of
sales. This responsibility cannot be delegated.” 
From 1984 to 1988, Classen worked for an
American engineering office in Dallas, Texas,
which belonged to Babcock. “A little bit of Texas
is still in me,” he admits today. “I like to go the
direct way to the goal.” He successfully com-
pleted this first chapter in his career. After he
returned to Germany, he assumed the position

Heinz Classen:
His life in plant engineering

Heinz Classen at the inauguration 
of UAB Giriu̧ Bizonas, Lithuania

Mr. Chen Xingkang, President of Dare Global 
and Mr. Heinz Classen at Dare’s first MDF line 
in Danyang, China

Mr. Chen and Mr. Classen signing contracts

as Manager Sales and in 1990, Classen was
assigned the position as Managing Director of
Babcock BSH for the Krefeld location. Within
the scope of a restructuring program, he was
responsible for all areas including thermal
process technology, dryers of all kind, and 
chemical apparatus engineering. At that time,
the range of products already included chip 
dryers for the production of particleboard. Thus,
the first contacts to Siempelkamp were 
established. “Babcock BSH was a technology
leader but without teaming up with a supplier
for complete systems, this business sector had
no chance. We would have had to close it
down.” Instead, this product group was 
integrated into the Siempelkamp Maschinen-

und Anlagenbau after negotiations led by Heinz
Classen in 1994. “I had met Mr. Siempelkamp at
several trade fairs. He showed great interest in
my idea from the very beginning. I reintroduced
the Büttner name which had a high recognition
effect among customers and, at the same time,
I kept a Krefeld tradition. Today, Büttner is a
world market leader in its field with a big lead
over its competitors. I am still proud of this 
successful strategic move.”
In 1995, Classen took a position as Member of
the Board of VGT-AG in Kassel, Germany. There
he was responsible for the areas including 
plastics and extrusion machines as well as paint
finishing systems. “Back then, we advanced to
the leading supplier for extrusion machines for

window profiles in China. When I go through the
streets of Shanghai and Wuxi today, I can see the
window profiles we developed at that time.”
In 2000, he accepted the position as Managing
Director of Sales for Siempelkamp. Why 
Siempelkamp? “For one, there were the old
contacts from back when Büttner was founded.
But ultimately it was an honor and challenge for
me to work for the number one in the world
market after I had worked for so long in the
wood-based products industry,” states Classen. 

Heinz Classen is 55 years old. Together with his
longtime companion, he has 5 children. He calls
the city of Kassel his home. 

By Ralf Griesche
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The interview
Mr. Classen, when you joined Siempelkamp in 2000, what did
you find?
I found a very sound company with a large order backlog and, as every-
where else, a few debts and claims. I found a highly qualified team, but also
a few structures that seemed unclear to me. However, that is the way it
always is. By that time, I had managed a few different companies and, after
a while, one develops one’s own style. It was immediately clear to me that
the “fat” years where over. The organizational structures had to be
adjusted to a new time. 

What were your medium-term strategic goals?
If you compare the company with what it was 7 years ago, you will notice
considerable differences. One of my most important tasks was to reorganize
the area of sales. A change in generation occurred; little by little the older
generation went into retirement. We were aiming at building a young team
which would provide us with a chance to build a stronger team spirit. After
all, plant engineering is team work! Every once in a while, it is also beneficial
for everyone to take a look over the fence and familiarize with different
ideas. 
It was also my goal to focus more strongly on the technical competence of
the sales team. Machinery and plants for the wood-based products industry
are technically and technologically challenging products. To be able to explain
the equipment and technology to our customers in order to sell them
requires extensive technical expertise. For this task, I have purposely pro-
moted employees from inside our company instead of hiring new people.
Another important action was to establish an inside sales department and

to appoint certain people to be responsible for our most important 
products. This measure concentrated our expertise inside the parent 
company and was important for the standardization and safety of our
products. It makes a lot of sense if you consider today’s tremendously
reduced warranty costs. 
Project management was also further enhanced over the last few years. For our
customers it is extremely important that projects are carried out professionally
according to international standards. Today we are able to assemble and
start up our plants much quicker which, in turn, assures our customers
security of investment and guarantees a quicker return on investment.
Whoever signs a contract with us can be sure to receive the agreed services
on time and in full. This is what distinguishes us from other suppliers.
In sales, you always have your eye on establishing new markets. We 
managed to succeed in Turkey where we were able to eliminate the 
competition. Since 2001, we have sold 16 large plants for the production
of wood-based products there. These plants are able to supply the entire
Turkish furniture and interior finishings industry with completely new
materials. Thus, Turkey became one of the most internationally up-to-date
locations of the wood-based products industry. China was also developed
as a market for our new ContiRoll® technology. This development 
started quickly in 2002. We were able to sell 10 plants despite the tough 
competition. These plants have delivered their promise – something which
cannot be taken for granted. 
Further, I have always pleaded for moving the production of our machine
parts and competent services closer to our customers. Primarily, the reason
for this was to improve our ability to communicate. As long as we have to
use an interpreter to talk to the customer, communication can never be 

perfect. However, we want to be available to our customers with the same
degree of competence all over the world. Therefore, the integration of
local employees into our organization is important. In the U.S.A., we have
been doing this with great success for many years. In Wuxi, China, we now
have a production site where more than 100 employees work for 
Siempelkamp. Since the Asian market has become so important to us, this
action was absolutely necessary. In Asia, you have to offer plants and 
services that are exactly tailored to the local conditions and react quickly;
otherwise, you will lose the business. It also does not make sense to 
manufacture relatively simple parts, such as bunkers and conveyors, in
Europe and then transport them thousands of miles to their point of des-
tination. Nobody can and wants to pay for high production and shipment
costs anymore. 
Siempelkamp in Krefeld has to concentrate on high-tech products and
heavy machine engineering. We will be able to defend this concept even
if business is not as good as it has been lately. 

Siempelkamp is a world market leader for machinery for the
production of wood-based products. What do you attribute
this to?
It’s simple; we offer technically superior products at an attractive price. 
This almost sounds too simple but it goes for most of our business ideas.
However, the crucial point is our expertise. Technically superior products do
not simply appear out of nowhere; instead, they are the fruits of a long
process. This process starts with the sales department which informs the
development department what product the market demands, and which

is then developed and introduced. The product is fine-tuned to the needs
of the market until a marketable product is achieved. A good example
would be our new concept for thin MDF boards. Regarding our forming
and press line and the board handling, many new ideas were realized 
providing us with a unique selling point on the market for a long time. Our
customers appreciate our activities and reward us by buying from us. We
have already sold 3 new plants for thin MDF boards, one of which is
already running and providing us with excellent feedback.
The creativity to find technically challenging solutions and to transform our
ideas into working machine technology within an agreed time frame is one
of our strong points. 
In doing so, we sometimes come into conflict with the “attractive 
price” for our machinery. For decades, we have done research and 
development involving our products. We do not copy, we invent every-
thing ourselves. That, in turn, has an influence on our cost. Other manu-
facturers do not follow our example, they copy from us. Therefore, it is
extremely important to us to specifically manage the development process.
The definition of a project has to be clear so that no “short-lived 
successes” are produced. 

The last two years were very successful for Siempelkamp. 23
of 26 sold plants are equipped with ContiRoll® technology.
How can the triumphal procession of the ContiRoll® be
explained?
Our ContiRoll® press is the perfect machine! It has a clear design and after
an intensive decade-long construction process it is a concept without

Hüseyin and Mehmet Yildiz from Starwood A. S., Turkey, visiting Siempelkamp, Krefeld

Inauguration of a new plant
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weaknesses. It runs continuously and is simple to operate. For an engineer,
the ContiRoll® is finally something to rave about! In 21 years we have sold
200 machines; this translates into about 10 presses each year. However, on
average the machines sold today are about 3 times as long and run 10
times as fast as the machines we sold in the beginning. Eventually we
stopped announcing a new generation each time we integrated a change.
Now we would have reason to do so again. For example, our new press for
thin boards works with a precision that is 10 times higher than its 
predecessor, even though the old press was already the best buy on the
market. The production of wood-based products on continuous presses
has prevailed worldwide due to its higher precision and its reduced raw
material use. Almost all large plants run on continuous presses today. 
However, on the American market, some customers still use multi-daylight
presses for the production of OSB, simply because these presses provide a
higher production output. By the way, for multi-daylight presses we have
also developed and introduced a new and successful concept, just to 
mention it in passing. 
The reason that the Siempelkamp ContiRoll® press became a bestseller has
a lot to do with the Siempelkamp philosophy. Our customers know that our
press is faster, consumes less energy, is highly flexible and works problem-
free around the clock. Just recently an executive producer of one of our
Turkish customers told me that he has not had any downtime in the 
last 2 years due to a malfunction of the press. This is the result of a process
that has been optimized over many years. For exactly that reason, the 
ongoing copying process at one of our once largest customers leaves me
cold. In the long run, successful machine engineering will be a little more
difficult than some might imagine.

The market for these press types is covered by three suppliers; we have had
a market share of 55% for many years. Since we are regularly selling
longer presses on which larger quantities can be produced, you can assume
that about 65% of all wood-based materials produced on continuous
presses were manufactured on a Siempelkamp ContiRoll®.

Where are Siempelkamp’s most successful markets?
As I mentioned earlier, Turkey and China have been especially successful
markets for us, but North and South America as well as Eastern Europe
were equally important to us. 
Essentially, we are operating successfully on all markets worldwide. 
Wherever the raw material wood is available (even through import) and a
furniture production starts business, wood-based materials are required.
Customers from other industry sectors, such as the interior finishings or
packaging industry, should also not be neglected. The markets of the
future can be found wherever large wood resources are available and the
industry is just beginning to develop. 
However, even saturated markets, such as the one in Europe, show a
higher interest in plants of the latest generation. That is good for us
because we do new things best with old partners. Let me say this, one
thing is for sure, we will not run out of work. 

Where do you see the future source of income for the 
business?
First of all, I believe that machine engineering for the wood-based products
industry still has a big future at Siempelkamp. Although we also manu-

facture machines for other product categories such as rubber, metal, 
gypsum fiber, etc., wood-based materials will be our bread and butter 
business in the long term.
Next to new business, the after-sales business will gain importance in the
future. Our plants have a big recoverability; if regularly maintained, they do
not lose any of their performance. Additionally, we have developed 
modification packages which help bring older plants up to state of the art.
Modifications and modernizations have become an increasing share of our
business. We have just proven at Egger in Brilon that these options are
excellent for an older plant wishing to regain a competitive edge. With 
our latest replacement modules, such as the flexible infeed head for the
ContiRoll® press, the Prod-IQ® system, or the “Autopilot” operation mode,
an older plant advanced to a new performance class.   
Our research and development department has also been actively intro-
ducing new products to the market. We have developed concepts for the
production of thick wood-fiber insulating boards using a dry-manu-
facturing process and lightweight, frameless honeycomb panels. Both
machine concepts have already been sold and are running to the fullest satis-
faction of the customers. Next to the eco-product wood-fiber insulating
board, we see big potential for the lightweight panel with honeycomb core
structure because this product will be of interest everywhere where wood
is scarce. At trade fairs, for instance, the interest in this product is already high.

Which trends will emerge for the wood-based material 
business in the next few years?
I am no clairvoyant, but several trends are already foreseeable today and
will probably intensify with time:

The trend goes to yet larger units. Compared to the plants of the nineties,
the capacity of today’s plants has at least tripled. Today we are building
presses that are over 70 m long; these are dimensions that nobody thought
of 5 years ago. Such large plants provide large-scale earnings for our 
customers. Consequently, investments in this sector are becoming more
interesting. 
Another trend is the specialization in certain products. For example, some
customers specialize in the production of very thin MDF boards with a
thickness ranging from 1 to 3 mm. These products are used for completely
new applications which so far have not been covered by wood-based
materials, for example, MDF core layers for plywood, special packaging, or
products for vehicle construction. 
We also observe the formation of conglomerates. Next to a particleboard
plant, an MDF plant is built; surface lamination is added, flooring products
and furniture parts are produced. The customer is able to produce more
products and at the same time saves production costs. 
The result is that our customers are becoming even more international. For
us that means increased professionalism and higher demands on our 
products. At the same time, the need for higher plant availability is in-
creasing because plants are getting more expensive due to their size.
Investment security is the keyword. We want to provide our customers
with complete solutions which will provide them with competitive edge. So
far, this has worked well for us. Therefore, we will continue to move in this
direction! 

Mr. Classen, thank you very much for your time.

Signing the contract with FBB, Germany.
(f. l. t. r.) Dr. rer. nat. h. c. Dieter Siempelkamp, Mr. Heinz Classen, Mr. Wolf-Dieter Hoepner, Dr. Ing. Hans W. Fechner

Greetings during an inauguration of a new plant in China
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Porto Alegre, Brazil, March 2007: It is hot and
humid in Porto Alegre, a lively city in the 

federal state of Rio Grande do Sul in South East
Brazil. We are on our way to meet with a family
that has built a remarkable empire since the war
in Brazil. The Isdra family, represented by their
two patriarchs Alberto and Leonidas, awaits us in
the Isdra Center, a shopping center with offices
and a hotel belonging to both brothers.
We eat lunch at the hotel restaurant; you can feel
both gentlemen are at home here! In keeping
with Brazilian custom, large quantities of fried
meat are served with various side dishes. Over a
glass of red wine Alberto and Leonidas are telling
their life story.
The Isdra family has its roots in the Greek city of
Larissa. In 1947, the parents and their three 
sons left for Brazil with nothing but the will to
establish a new life.
Business sense has always run in the 
brothers’ blood. “In 1942, we were supplying
cigarettes to the German soldiers,” says Alberto
smiling while he describes his bold dealings 
with the German occupying forces when he was
a child.

Good ideas and more 

By Ralf Griesche

The rise of the Isdra family in Brazil
The site in Glorinha, Rio Grande do Sul, Brazil

The first MDF line
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The inline paper laying system 
of the short-cycle press

The Isdra family (f. l. t. r.) 
Alberto Isdra, Paula Isdra Záchia,
Denis Calderon Isdra, Leonidas Isdra.
Bernd Hauers, Siempelkamp

The short-cycle press

This sense for market niches also quickly bore
fruit in the New World. The family made a living
from construction-related metal processing. Their
expertise in this field was quickly reactivated in
Brazil and they began producing and marketing
gutters and metal roofs.
In the seventies, they processed fiber-cement to
corrugated plates for roof coverings using an Italian
method. This product was marketed under the
name Isdralit and is produced in three plants
today. The production of water tanks made of
plastics reinforced with glass fiber opened up
another new market for the family. 
In the eighties the family started to invest in real
estate and buildings in order to escape the
increasing inflation. With this, a new field of activity
emerged for Alberto and Leonidas. The field of
building construction became their new domain,
primarily hotels. Today the largest hotel chain in
southern Brazil belongs to the Isdra Group.

Investments in shopping centers, apartment
complexes, the food industry and transport
companies followed. Everything, as customary
for Greeks, is controlled by the family, which by
now has reached the grandchildren generation.
With all these activities, the Isdra Group has
become one of the largest market participants in
the federal state of Rio Grande do Sul. 
In 2001, the Isdra family discovered yet another
market niche for their business. They turned to
the production of wood-based materials with
their sure sense for a successful business. At first,
the family was going to get into OSB production
because OSB is used primarily in the construction
business. However, then they changed their
minds and put their interest in MDF production,
a relatively new material for the furniture industry
in Brazil at that time. 
As a newcomer in this business field, the Isdra
family depended on professional and partner-
like consultation. They found this guidance with

Siempelkamp Maschinen- und Anlagenbau
which designed a plant layout that complied
with all customer demands.
Siempelkamp also delivered the forming and
press line with a 9’ x 27.1 m ContiRoll® press, the
dryer is made by Büttner, and SHS supplied the
cut-to-size saw.
In mid-2003, the “Green Plant” in Glorinha, close
to Porto Alegre, was ready for 3-shift operation
after a very quick startup phase. 600 m3 of high-
quality MDF could be produced and sold daily.
At that time, the product entered a booming
market and substituted the less respectable
particleboard. In 2003, the market demand for
MDF increased by 28%. Fibraplac, the newly
created label of the Isdra Group for wood-based
materials, could now count on a yearly market
increase of 15%. 
In 2004, a Siempelkamp short-cycle press was
acquired in order to increase the value added
share of Fibraplac by laminating the MDF boards
for use in laminate flooring and furniture. This
plant was supplied with the proven inline paper
laying system and equipped with one crosswise
paper laying system for the production of 
laminate flooring.

All lines have been reliably running for years,
and this prompted the customer to place
another contract with Siempelkamp for the
delivery of yet another MDF plant in 2005. 
Siempelkamp supplied Fibraplac with exactly the
same plant. Its final acceptance test was carried
out at the end of 2006.
Today the customer is producing about 
400,000 m 3 of MDF per year at the Glorinha
location and ordered two more short-cycle
presses in the beginning of 2007. Both presses
will start operation this year. As far as the raw
material is concerned, Fibraplac has an ideal 
situation. The Isdra family owns about 
50,000 ha (123,553 acre) of land, 35,000 ha
(86,487 acre) of which is forest. This is a very
reassuring fact in a country that suffers from a
wood deficit for industrial use.
With these investments in the wood-based
material sector, the Isdra Group has created 
yet another supporting leg for itself, which
meaningfully expands its range of products.

The second MDF line 
from Siempelkamp

Alexandre Araujo

The forming machine

The storage system
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drying technology. The commitment to these
additional industry sectors was purposely
reinforced to put the company on a broader
foundation. 
In the beginning of 2007, a final design for the
logo was selected from many different proposals.
The new logo will from now on represent the
expert in drying – BÜTTNER.
All BÜTTNER employees will continue to be
pleased about the challenging orders from the
wood industry, but are also looking forward to
providing sophisticated and innovative technical
solutions to many more industry sectors.

Over the past decades, BÜTTNER mainly supplied
drying equipment to the wood industry. During
the last few years, they started to successfully
add orders from different industry sectors. Next
to modernizations, special drums as well as
complete production lines were supplied to well-
known companies from the chemical, energy,
sugar, and other industries. 
This positive business development should be
emphasized with a new logo design which
addresses all customers equally. 
On the one hand, the current BÜTTNER text had
to remain on the new logo because it is well
known by the wood industry. On the other hand,
the new logo was supposed to show the historical
connection that once existed between the com-
pany and many different industry sectors and,
with it, reestablish a relationship to our previous
customers.  

has supplied drying plants of different designs to
the sugar and food, the seed and fertilizer, and
the farming and chemical industries. 
The history of the newly added logo symbol is
quickly told. The so-called “BÜTTNER newt” was
not actually a newt, but was the image of one fire-
breathing and one steam-spewing snake which
come together in such a way that they form the
initial letter of the company. The BÜTTNER B,
which was used since 1921, originated from an
old coat of arms of the Büttner family on which
two serpents entwine Mercury’s rod (Greek god
of commerce). Steam and fire symbolize the
company’s fields of activity. 
After the basic decision for a new logo design
was made and several proposals for it had been

Why change the design of a successful

logo? 

The answer is simple: to enhance 

it with a familiar symbol from the 

company’s history and thus introduce

it to a broader clientele in additional

industry sectors.

70 years ago:
the 1,000th drum manufactured 

by BÜTTNER in Krefeld-Uerdingen

The original from 1921

BÜTTNER at the ACHEMA fair 2006 in Frankfurt
The new logo 2007

By Carsten Otto Research into the history of the company 
founded by August Büttner in 1874 quickly
revealed that the symbol used back then, the 
so-called “BÜTTNER newt”, would fulfill all
requirements excellently. 
August Büttner, who founded the BÜTTNER
company in Krefeld-Uerdingen, at exactly the
same location where it can still be found today,
was one of the most innovative engineers in the
areas of power generation and drying tech-
nology of his time. Under his lead, more than
1,000 steam boilers and combustion plants were
built. Later, BÜTTNER concentrated his business
mainly on selling drying equipment.   
The technological breakthrough in the area of
industrial drying took place in 1920 with the
introduction of the cruciform internals for drum
dryers. With a similar design, this technology is
still used worldwide today. Since then, BÜTTNER

discussed at BÜTTNER in 2005, a first attempt
displaying the new logo was made in May of
2006. 
BÜTTNER took part as an exhibitor at the
Achema in Frankfurt for the first time. The 
fair provided a good opportunity to put the
historical BÜTTNER symbol to the test. It was
quickly decided to decorate the booth with the
“BÜTTNER newt”. Many fairgoers and other
exhibitors visited our booth and we were able to
make out a clear recognition effect regarding
the new company logo. We had not expected
such a positive response.
Thus, BÜTTNER managed to move closer to their
goal of strengthening their position as the
preferred contact for all questions concerning

New design  for                      logo

BÜTTNER chip 
dryer in a pellet 
production line 

in Sweden

2007: Delivery of 
a special drum for 
a fertilizer production
line in Germany
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Similar to the flying cut-off saws, diagonal saws
cut the endless board to a desired length.

Because of their higher flexibility and wide range
of application, diagonal saws have become
widely accepted in the industry. 

The speed of the saw carriage with its saw aggre-
gate is synchronized to the speed of the endless
board before the cutting process. The diagonal
saw cuts the board to length while moving with
the board at the same speed. 
After cutting, the saw carriage is decelerated and
stopped. At the same time, the saw aggregate is
lifted. The saw carriage then moves back to its
starting position where it is lowered and starts a
new cutting cycle. 

A demand for higher feed rates and shorter
board lengths provoked the design engineers of
Siempelkamp Handling Systems to come up with
a new concept for the double diagonal saw. 

The advantage of the new saw is its modular con-
struction of two (2) saw aggregates on one saw
beam which can be joined together in multiples.
With this arrangement, it is possible to upgrade
from a double diagonal saw to a quadruple or
sextuple diagonal saw. 

Our customer Fantoni decided to purchase our triple
diagonal saw. This saw has an additional saw carriage
in a second frame and can therefore be upgraded to
a quadruple diagonal saw at a later point.
The upgrade is possible at any time without problems
due to the modular construction of the saw.
At Fantoni, boards with a length of 3,050 mm
(10 ft) are cut with a feed rate of 1,750 mm/sec.
(2,067 ft/min).

Eum iriure dolor in hendrerit in vulputate velit esse
molestie consequat, vel illum dolore eu feugiat
nulla facilisis at vero eros et accumsan et iusto odio

The saw during assembling

New diagonal saws for a maximum feed rate By Michael Howe

The compact assembly parts of the modular saw
allow for easy transport, even overseas, and also
shorten the assembly time. 
Tool changes can be carried out during opera-
tion for modes with the appropriate parameters. 
The positions where the saw blades are changed
are separated from one another to ensure safe
changing of the saw blades by the operator. 
A measuring system controlling the cutting
length is located at the infeed of the saw above
the endless board. In connection with the 
high-dynamic drive technology, a special SPS
program developed by SHS carries out the
positioning and sequence control, and controls
the complete motion sequence of the separate
diagonal saws. 

Depending on the feed rate and the length to be
cut, one or more saws are operating at the same
time. 

Another highlight is a suction hood which can
be adjusted via an electric cylinder. The height of
this suction hood is adjusted according to the
material thickness via the cylinder control. 

This new, up-to-date, powerful concept allows
the direct replacement of existing older saws
without long downtimes. 

For this modification, SHS also offers a local con-
trol which permits simple and fast integration
into existing plants.

Three diagonal saws at UAB Giriu̧ Bizonas




