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Dear Reader,
There’s a saying that goes: You don’t just stay a market leader, you
have to keep becoming one. Feintool is well aware of the changes
currently taking place within the industry, be it through digitization
or through trends like electromobility and lightweight construction.
What’s really important, though, is that we see these changes
primarily as a major opportunity to develop the company further.
Our claim “Expanding Horizons” is more than just lip service, it’s our
daily objective. This applies to new technologies as much as new
markets and new forms of cooperation. You can see selected
examples of that in this issue: With the acquisition of the German
company Stanz- und LaserTechnik Jessen GmbH, for example, we
are expanding our portfolio with two technologies that are pioneering in the area of electromobility, in particular (p. 14). The development of our production site in the Chinese city of Tianjin (p. 18)
clearly highlights the significance of the Asian automobile market,
while the transatlantic collaboration between two Feintool teams
from Obertshausen and Nashville involving the development of a
tool for an American automotive supplier shows just what our
employees can achieve together (p. 16). In short, I am proud to be
part of a company that is based not only on its previous successes,
but on continual redevelopment of its market leadership.
I hope you enjoy reading this issue.
Kind regards,

Knut Zimmer
Chief Executive Officer
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AT THE HEART OF THE US AUTOMOTIVE INDUSTRY
Short channels pay dividends, and greater proximity to the American automotive industry was
precisely the reason why Feintool opened a new sales and development office in the Detroit
suburb of Livonia in 2017. “Detroit is and remains the heart of the American automotive industry – and
Feintool was aiming to close the gap between our US headquarters in Cincinnati and the development
departments of the manufacturers in Detroit,” explains Lars Reich, Vice President Sales and Marketing at
Feintool USA. Although we have always had employees working in Detroit, now that we have our own
office, we also have the corresponding infrastructure in place. This step has more than paid off, adds Tony
Childs, Business Development Manager at Feintool. “The new location gives us the chance to visit two or
three customers each day,” he says. “That’s tremendously important, because successful business relationships don’t come about through one meeting, but rather as the result of many and regular encounters.”
Together with Scott Nelson, Director of Business Development, he will be developing this network further.
Both managers have a great deal of experience in fineblanking and forming, as well as in collaboration
with automotive manufacturers and suppliers.

Feintool has once again taken fineblanking
to the next level. The newly developed FB one
fineblanking press, which was presented at
Euroblech, permits even more economical production of high-precision components – as well
as entirely new directions in tool making. “The FB
one shows that we listen carefully to our customers and turn their requirements into innovations,”
says Markus Schaltegger, Head of the Fineblanking segment at Feintool. These innovations
include a comprehensive sensor system and
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connectivity for Industry 4.0 applications. Combined with particularly low energy consumption, a
maintenance-friendly structure, the possibility for
rapid retrofitting, and substantial flexibility for tool
making, “fineblanking – already an economical,
high-precision process – becomes even more
attractive,” explains Schaltegger. When linked to
innovative tool concepts, the FB one permits a
high degree of process integration. Thus, thanks
to greater tool installation space, post-processing
steps such as deburring, coining and forming can

take place directly on the fineblanking press –
doing so at 130 strokes per minute. To ensure
that users and tool designers are given as much
scope as possible to implement their ideas, the
FB one also offers the possibility of ejecting parts
and scrap in all four directions. In conventional
hydraulic presses this is only possible at the front
or the back. See the FB one live! It will be
displayed on the Feintool stand in hall 27 at
Euroblech in Hanover, taking place from
October 23 to 26.

Photos: Feintool, Jeroen Seyffer

THE WORLD’S BEST HYDRAULIC FINEBLANKING PRESS
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FEINTOOL 2.0

Photos: Getty Images, Free Mockup

Anytime, anywhere: Thanks to the new online presence on Twitter, LinkedIn, YouTube and the
Feintool blog, customers and users can now discover more about technologies, projects and
background stories at Feintool.

Research projects, technological developments and industry trends related firsthand
are now a matter of course. In the new
Feintool blog, employees from various areas
and guest authors share their knowledge of
innovative solutions, new developments
and current topics. The posts there always
reflect the personal experience and opinions of the bloggers themselves, and readers
can find stories about customers and partner projects, as well as trends relating to the
automotive industry. The reading material
already posted includes articles on the
FEINmonitoring analysis service, as well as
the FEM simulation (which predicts stress,
processes and strains in various phases before the construction of fineblanking tools),
the international Arbeitskreis Feinschneiden, the future scenario of thermofineblanking, the neglected success factor that is
“interaction between tool and press,” and
modern developments in fineblanking oil.
There is also coverage of the themes of forming and the technical specifications of the

new Feintool FB one generation of presses
in the specialist blog with supplementary
information for interested parties. In future
blog articles, Feintool experts will also
explain everything you need to know about
the technologies of punching and laser
cutting.
True to the motto “Expanding Horizons,”
Feintool not only aims to expand the horizons for interested parties, but also to learn
more itself through feedback and dialog. So
get in touch with us! Via social media if you
prefer. Feintool continually posts news on
Twitter and LinkedIn, and on YouTube you
can find videos on customer solutions,
high-precision technology and successful
teams.
Make use of the benefits these channels offer: As subscribers, interested parties can
see the latest news on Feintool and can put
questions and suggestions directly to the
company. <

Share our passion
for high-precision
technology.
Blog:
blog.feintool.com
LinkedIn:
“Feintool” company page
linkedin.com/company/feintool-group
Twitter:
@Feintool
twitter.com/Feintool
YouTube:
“Feintool” channel
youtube.com/user/FeintoolGroup
Followers, likes, shares and comments are
all welcome
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“WE INVEST
IN CAPACITIES AND
TECHNOLOGIES”
Knut Zimmer, CEO of Feintool, and Norbert Indlekofer,
former Chairman of the Board at Schaeffler AG and a new member
of Feintool’s Board of Directors, take a look back at a combined total
of more than 50 years’ industry experience – the ideal prerequisites
for leading Feintool towards new challenges and markets.
Interview: Marcel Berndt Photos: Jeroen Seyffer

Knut Zimmer, you and Norbert Indlekofer – alongside the
other members of the Board of Directors, of course – now
head up Feintool as two new executives. Are you still getting
to know one another or do you already feel like old friends?
Knut Zimmer: We actually only met personally through our
work for Feintool, although I had already seen Norbert
Indlekofer at a few presentations. When our Chairman of
the Board of Directors, Alexander von Witzleben, informed me that he had been appointed to the Board, my
first thought was: He’s the perfect fit!

strongest growth, and right now this primarily means
China. In addition, we are tapping into new applications
for fineblanking in hybrid and electric motors and expanding our portfolio with associated technologies. Just
this summer we acquired the German company Stanzund Laser- Technik Jessen GmbH. Alongside fineblanking
and forming, punching of electro sheet metal is now the
third technology in our portfolio. All this will ensure that
we will remain an important, reliable, and innovative
partner to our customers in future.

Mr. Indlekofer, it appears to be a great fit for you too…
Norbert Indlekofer: Yes, we both share a strong technical
affinity, but we complement each other with our different
perspectives. Knut Zimmer studied business and spent 25
years in the automotive sector, while I, on the other hand,
am a full-blooded engineer with more than 30 years’ experience in drivetrains. Both of these are the perfect prerequisites to ensure Feintool maintains its leading position and develops further.

You’re no strangers to acquisitions and the integration of
new technologies: As manager of the Obertshausen site,
you established forming in the group and rolled it out
worldwide. What plans do you have for the third pillar of
punching?
Zimmer: Following the acquisition of forming specialist
Herzing & Schroth in 2012, I was involved in implementing the technology, first in Europe and North America and
most recently in China. However, we are continuing to
work on incorporating new processes relating to fineblanking and forming into our offering. This vertical integration is something we want to drive forward consistently, along with punching, over the coming years. The
important thing is that we are not shifting away from fineblanking and forming, but rather supplementing these

What can customers expect from the CEO going forward?
Zimmer: They can expect to see us continue to orient the
company strongly towards them – both geographically
and technologically. That means we are expanding our
capacities in the markets where they are recording their
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Knut Zimmer (left) and Norbert Indlekofer see punching of electric sheet metal as an important addition to fineblanking and forming.

technologies. Just as the possibilities in the drivetrain are
becoming ever more diverse, our options become more
varied too. In the production of hybrid vehicles, for example, forming and fineblanking will remain indispensable
technologies, but at the same time, we also want to process sheet metal for the area of electromobility – and
punching is perfectly suited to this.
This is a good time for the industry. In global automotive
production, all the signs point towards growth. How is Feintool benefiting from this?

Indlekofer: The growth driver is Asia, so Feintool is investing strongly in China in order to participate in this growth.
In the established markets too, though, increasing automation of drivetrains is creating further potential.
Zimmer: The growing volumes will undoubtedly take the
automotive industry to the limits of its capacities. We are
therefore making substantial investments in expanding
our own capacities – most recently at the Tianjin site in
China. At the same time, though, we also have high production volumes in Europe and in the USA. It is here >
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“Alongside fineblanking and forming,
punching is now
the third technology
in our portfolio.”
Knut Zimmer,
CEO of the Feintool Group

that more additional fineblanked components in vehicles will lead to increased net
sales, rather than in simple vehicle quantities, like in Asia.

The Person
KNUT ZIMMER
has been CEO of the Feintool Group and head
of the System Parts segment since January
2018. Previously, the business economist
was responsible for the System Parts Europe
business unit. Zimmer joined Feintool in
2012 as General Manager of Herzing &
Schroth GmbH, taking responsibility for the
integration and for knowledge transfer
within the Group after its takeover.

These are undoubtedly dynamic times. Mr. Indlekofer, how do you aim to support Feintool
here as a member of the Board of Directors?
Indlekofer: The challenges Feintool is facing
right now are things I have been dealing with
throughout my entire career. I was involved
in the development of the drivetrains, but
also in the production and the application of
important components. To this extent, I can
provide advice to Feintool on the development of existing technologies and the exploitation of new ones. This also applies to
growth in new markets. Here, I have had international experience in industrialization,
and I’m familiar with the challenges that can
arise when it comes to, for example, recruiting, training, material procurement, or
choosing equipment. Naturally Feintool is
very experienced here too, but it’s good
when external ideas are also brought in.
And what are your ideas, for example, in the
area of electromobility?
Zimmer: Fineblanking and forming are already playing a significant role both for hybrid and electric motors – and that’s something we’ll build on in future.
Indlekofer: I see it just as positive. The cost
pressure is increasing. Precisely because the
manufacturers of both – by this I mean internal combustion engines and hybrid or purely
electric motors – want to develop further,
they have high outlays. Nevertheless, purchasers of vehicles are not willing to pay
more to the same extent. This means that
there is a lot of pressure to make savings,
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and there is no alternative to sheet metal
work here. I truly believe, and have found
from experience, that if it really needs to be
economical and the outputs are correspondingly high, then sheet metal is the best construction element. In electromobility there
are a whole lot of rotationally symmetrical
and even parts that lend themselves to sheet
metal work.
Zimmer: Even in fuel cells, there are many
identically constructed parts – bipolar
plates, for example, the production of which
places great demands on our precise fineblanking and forming technology. We set
ourselves the goal of developing a technical
solution here in order to be able to process
these very thin, almost foil-like metals, industrially. Here our technologies could become crucial when it comes to dealing with
cost pressures.
Another trend is “shared mobility”. Experts
presume that from 2030 there will actually be
fewer rather than more vehicles produced,
because many people will no longer buy a car
of their own. How do you aim to accommodate
this development?
Zimmer: Feintool has various ways of approaching it: First, we are increasingly tapping into further components for our technologies. Currently up to 200 Feintool components are incorporated in a car – and this
figure could be a lot higher. Secondly, vehicles used as part of shared mobility schemes
are subject to much more wear and tear and
therefore have to be replaced more quickly,
which will help to balance out the volumes.
Indlekofer: There will be a compensation effect. The vehicles will notch up much more
mileage each year. This means the expected
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“The growth driver is Asia, so Feintool
is investing strongly in China in order
to participate in this growth.”
Norbert Indlekofer, Member of the Board of Directors of the Feintool Group

lifespan needs to be increased – which means
components need to be up to the challenge.
Alternatively, you accept the reduced lifespan and the vehicles have to be changed
more frequently. Ultimately, mobility is a
valuable commodity and prosperity is growing continuously, so I’m not worried about
growth. The task for our colleagues is to seek
further applications.
In self-driving cars, for example?
Zimmer: Yes, why not? The trend towards
self-driving cars requires automated drivetrains. There’s a huge amount of potential for
Feintool there too, although the automotive
industry still has quite a way to go before
the first entirely self-driven series car is
launched.
And how far away is Feintool from the autonomous fineblanking press?
Zimmer: We’re certainly some way from the
autonomous press, but we already have the
fully networked fineblanking press. We have
been following the trend towards production
automation and more monitoring of processes for some years and are equipping our
presses with corresponding tools and access
points – in order to monitor them and to be
able to automate production further. We presented our latest version of a modern fineblanking press with what we are calling the
FB one. With this hydraulic press, which has
been developed entirely from scratch, we are
showing the changes that will make it attractive and make fineblanking more competitive over the coming years: The FB one is
more compact, uses energy and resources
more efficiently, offers more straightforward
accessibility and does not require a dug-out
foundation. Thus it fits flexibly into production workshops.

Do we need these sorts of new developments
in order to survive in the face of new processes like 3D printing?
Indlekofer: You can’t compare Feintool’s
technology and 3D printing. At the moment,
3D printing is not economically competitive
at all. It makes sense to use it for prototypes,
special tools, or complicated custom parts
like those for turbines; but not for parts production in high quantities. Fineblanking
simply can’t be beaten here. 3D printing has
other advantages.

The Person
Zimmer: We repeatedly use 3D printers ourselves in the prototype phase in order to be
able to see a component quickly, but with
the sort of dynamically stressed components that we now have in the drivetrain, I
can’t see any competition for fineblanking
and forming.
What have you got planned for 2019?
Zimmer: We’re going to work intensively on
punching and laser-cutting. If we offer a new
technology, then we want to understand the
process, the starting material and the end
product, and be a leader in terms of technology. That’s something we’re very consistent
about. We will support the growth in Europe
and roll it out across North America and Asia
in future too. These are enough challenges,
if at the same time we are developing fineblanking and forming and tapping into new
applications for these.

NORBERT INDLEKOFER
was CEO of automotive supplier Schaeffler
AG until 2016. A mechanical engineer by
trade, alongside his international management experience he also has a high level of
expertise in gear box and chassis construction. In April 2018 he was elected to the
Board of Directors at the Feintool General
Meeting.

Indlekofer: This basic direction is 100 percent right. The important thing is that everything is implemented well and that it
convinces the customer. Feintool is more
than well-placed for this, not least because
our employees worldwide have the right
mindset. <
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ACHIEVING TOP FORM

TOGETHER
Automobile suppliers are now developing extremely complex parts inhouse for simple assemblies, and these permit only minimal variation in
production. It was precisely for this purpose that drive specialist Dayco
ordered a pulley with damper from Feintool in 2015. HORIZONS charts the
journey towards the series launch in 2018.
Text: David Selbach Photos: Christoph Gorke

The targeted development of the “spring cup” went
right down to the wire. Right until the very end, the
problem lay in meeting the requirements of prefabricated components by means of soft-turned parts and a
downstream hardening process. Reversing this process
sequence would have meant failure in reaching the
project’s commercial objectives. For non-technicians
this might not sound like a big deal, but anyone who’s
familiar with metal forming will know: The processes
of turning hardened and mild steel are like night and
day.

dimensions – precise down to a few hundredths of a
millimeter. “The hard-turning is a more reliable process,” says Markus Liebig, a trained toolmaker who
was responsible for the project at Feintool. “It makes
it easier to keep the tolerances.”

The spring cup is a small cup made of three-millimeter-thick sheet formed in the 1,250-ton Shuler press.
It’s a typical deep-drawn metal part, like those manufactured in the millions every year at Feintool’s site in
Ohrdruf in Thuringia. For the northern Italian plant of
American automotive supplier Dayco (see box on page
12), the Thuringians are now undertaking series production of the cup and its counterpiece, the pulley.
Dayco specializes in tooth belts and V-belts, as well as
the accessories that go with them.

The problem here was that turning steel sheet that has
already been hardened requires a great deal more
force than turning soft, untreated steel. Production
thus becomes more expensive. The developers
searched desperately for a solution, tinkering endlessly and sending test charge after test charge through
the system until they eventually found a way to turn
the steel sheet cup while they were still soft, and then
to harden them afterwards. “Before hardening, they
are a few hundredths of a millimeter smaller than required,” says Liebig. “In the furnace they expand a
little so that the dimensions are perfectly correct afterwards.” The Feintool team worked tirelessly to find the
best solution – one that is as simple, efficient, costeffective in production and meets the customer’s specifications.

The problematic nature of hard-turning was documented in parallel to the process develompent: The
“cup” would fall from the press and end up in a special
furnace. The effect of the heat causes additional carbon atoms to detach from the metal and the part
becomes considerably harder. After this process, a
lathe was supposed to process the inside and outside
stroke for stroke until the “cup” reached the prescribed

SPECIALIST MEETS SPECIALIST
During the course of the project, Dayco gave the developers the scope they needed, says Product Manager
Liebig with enthusiasm. “It’s fun to work with a customer like that.” Antonio Maccarrone, Purchasing
Manager at Dayco’s plant in the northern Italian town
of Ivrea, also knows the advantages of bringing on
board a partner like Feintool for the development. >
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The spring cup is a typical deepdrawn component. The art of its
production is in the details.
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First turn, then harden. For production of the spring
cup, Feintool turned the usual process on its head for
the customer.

Dayco: deft at damping
Dayco was founded in 1905 in the US state of
Ohio and is now one of the world’s leading
firms in the research, design, production and
sales of engine products and drive systems.
The company’s headquarters are in Troy,
Michigan. Initially, it produced garden hoses
from natural rubber, then later moved on to
car tires and automotive parts made of
rubber. The company is now a supplier to
virtually all major car manufacturers and specializes in tooth belts and V-belts and their
accessories. In terms of development, the
Dayco engineers focus on damping engine
vibrations in order to reduce wear and tear,
among other things. Dayco employs around
4,500 people at 41 locations worldwide. One
of these is a plant in the Italian town of Ivrea
near Turin, where pulleys and spring cups
from Ohrdruf are now processed further.
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“We can’t specialize in everything,” says Maccarrone. “So when
we have an idea, we need a supplier
with whom we can work together to develop this idea further. Yes, certain elements of
the design and the production process did
change over the course of time”, says the
manager. “But that means we can now be
sure that we have got the best available technology.” The first prototypes were produced
in 2015, and two and a half years later Feintool had ramped up production to 140,000
pieces a year. In 2019 this should increase to
300,000 and should even reach 400,000
by 2020.
Pulleys were already being manufactured at
the Ohrdruf site when it belonged to Herzing
& Schroth, which was acquired by the Feintool Group in 2012. The pulleys sit within
internal combustion engines, including at
the end of the crankshaft, and move the
V-belt. This, in turn, drives additional aggregates such as the alternator, power steering
and air conditioning system. The first pulleys supplied to automobile manufacturers
by Herzing & Schroth more than four decades ago were simple metal discs. Over
time, it became normal to equip them with
additional functions like damping. After all,
each time the engine starts there is a huge
jolt in the V-belt and thus in all the aggregates attached to it – hence the belt and
bearing suffer and the components break
more quickly.
With simply damped pulleys, a rubber ring
is pressed and vulcanized between an inner
disk that sits on the crankshaft and the
external rim. “We are now seeing ever more
elaborate damping,” explains Feintool Product Manager Liebig, as a result of the triumph of start-stop automation, where
engines are turned on and off much more
frequently than before. The Dayco pulley, for
which Feintool now supplies the inner and
outer pieces, is given a ball bearing and two

metal springs. “This extends the lifespan of
belts and auxiliary units significantly,” says
Dayco manager Maccarrone. Set to benefit
are vehicles made by the Daimler corporation, since the pulley becomes part of a
four-cylinder in-line engine that is installed
in the Mercedes A, C and E class, among other vehicles.

FEINTOOL AS CO-DEVELOPER
It was back in 2014 that the Italians first visited Ohrdruf in person. Product Manager
Liebig can still remember exactly how the
Dayco team spread out their initial construction drawings in front of him. There are two
types of customer, the technician explains:
Some want a guarantee of feasibility and a
specific price immediately, which isn’t a
problem for Liebig and his colleagues, but it
means they resort to proven processes, avoid
experimentation, and factor in reserves so
that they are sure to keep to the required tolerances, even if that means abandoning
commercial targets.
What’s more exciting is the second kind of
project, like that with Dayco, whereby Feintool becomes a co-developer. “Since the requirements of components are becoming
ever greater, as a development partner we
have more possibilities for supplying the desired results,” says Feintool expert Liebig.
The manufacturing tolerances are miniscule,
and that also applies to the Daimler pulleys
that Dayco designed: The spring cup has to fit
so precisely into the pulley that the parts are
firmly connected to each other after press-in.
Furthermore, the pulley and the cup had to
be equipped with two cams – angular eversions that serve as attachment points for the
springs, measuring more than seven millimeters in height. “And the whole thing had to
be achieved purely through forming in the
deep-drawing press,” says Liebig.
Dayco and Feintool held lengthy discussions. Up to four of the customer’s techni-
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“In the furnace the parts expand a little
so that the dimensions are perfectly
correct afterwards.”
Markus Liebig,
Feintool Product Manager

cians and five Feintool colleagues worked on
the pulley at the crucial stages, readjusting
tools and trying out prototypes on the test
bench. The devil was in the detail here, as for
the attachment cams: The forming tool was
supposed to create the three-dimensional
form from the two-dimensional steel strip in
three steps. “At first, though, the corners kept
getting torn in the process,” recalls Liebig.
The specialists eventually solved the problem thanks to an additional interim step. At
that point in time, Dayco had initially foreseen a tolerance of just two hundredths of a
millimeter for the ball bearing fitting, but for
the sake of efficiency and feasibility of production, Feintool was keen to have more
clearance – and the result now works just as
well. Feintool and Dayco changed fundamental elements of the design a total of four

A large proportion of the further processing after pressing is automated.

Photo: Rudolf Wichert

times until the process was perfect – including with regard to cost.

A finishing touch and a final check. The tolerances to be adhered to are minimal.

The steel strip now runs under the powerful
punch and cutting bushings of the press,
which runs up and down with hundreds of
tons of pressure. In twelve steps, they form
curves and edges and punch the entire thing
out of the strip. Afterwards, the blanks enter
one of more than ten rolling machines in
which rotating rollers further form the edge
and add grooves. Chipping machines cut the
edge of the pulley to size – before it is then
given its lifelong rust protection through galvanization. Series production began in the
spring of 2018, and Feintool transports the
two halves from Thuringia to Ivrea in Italy.
There, Dayco assembles its new product. “In
my view the project has gone really well,”
says Dayco manager Maccarrone. The company’s sales department is already processing the next inquiry for variations to the
pulley, and Maccarrone can well imagine
bringing Feintool on board for new customers too. The team in Ohrdruf is looking forward to it. <
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INVESTING IN
THE MOBILITY
OF THE FUTURE
Magdeburg
Saxony-Anhalt

Jessen
Saxony

Dresden
Oelsnitz

Feintool has acquired Stanz- und LaserTechnik Jessen GmbH. With the incorporation of this medium-sized specialist for
punching and laser-cutting, Feintool is
expanding its portfolio with a new technological pillar and positioning itself in the
future market of electromobility.
Text: Andreas Hesse

HORIZONS 2018

It was in the 1960s when a metal goods factory in
Jessen started to specialize in punching electro sheet
parts. Back then, nobody could have foreseen that the
engineers at the company in Saxony-Anhalt were developing an important prerequisite for the new direction in automobility in the early 21st century. More
than 50 years later, it is precisely this core competence in punching and laser-cutting of electro sheet
metal that makes the company particularly interesting for the changing automotive industry and an
attractive addition to Feintool. After all, it is not only
a longstanding culture of innovation and pioneering
spirit that binds the companies; indeed the products
from Jessen also complement the existing range of
services at Feintool – fineblanking, forming, hardening and grinding – with two new core areas. “We are
pleased to have found a perfect strategic fit in Stanzund LaserTechnik Jessen GmbH,” says Knut Zimmer,
CEO of Feintool. This step also supports the strategic
further development of the Feintool Group, which is
aiming to equip itself for the inevitable breakthrough
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“We want to further
expand our global and
technological position.”
Knut Zimmer, CEO of Feintool

Around 200 people will work as employees of Feintool at the
two plants in Jessen.

of e-mobility and to utilize the potential of this future
technology.

COMBINING STRENGTHS
At its two plants for punching and laser technology in
Jessen, the system partner produces high-quality electro sheet metals and other components for electric
motors. Alongside the core product of 0.2- to 0.3-millimeter thin sheets, the company also offers its customers comprehensive expertise in the punching and
laser-cutting of rotor sheets, stator sheets, and segment sheets – with a preference for quantities in the
medium range. Its range of customers includes automotive manufacturers and logistics companies, as
well as energy firms and producers of industrial
robots. The additional processes of punching and
laser-cutting are ideally suited to the production of
electric motor components and reinforce Feintool’s
position as an automotive supplier. Alongside global
solutions for hybrid and internal combustion engines,
components for electric drives are increasingly important. The market for these products is growing disproportionately and over the coming years will require
the development of further manufacturing capacities
– a challenge Feintool is tackling proactively with the
acquisition of the Jessen-based firm. “We are investing
in the technologies of punching and laser-cutting electrical sheets, thus entering in the e-mobility market,

which is gradually becoming more significant,” says
Zimmer. One example of this is the growing demand
for electro sheet metal punching and electric motor
components in Europe, the USA and Asia.
The combination of new technological expertise and
Feintool’s global positioning results in an optimal
starting position for tapping into this global market of
the future. First and foremost, the newly acquired
technological expertise in Europe is to be put to good
use. “We want to further expand our global and
technological position. Our approach is entirely in
harmony with the Feintool strategy of gradually expanding the company’s competences to include the
technologies linked to fineblanking – and to roll these
out worldwide, starting from one location,” explains
Zimmer who, as Head of the Feintool System Parts
Europe division, will take responsibility for Feintool
System Parts Jessen GmbH. On site, Andreas Güntsch
and Thomas Weinert, the previous General Managers
of Stanz- und LaserTechnik Jessen GmbH, will continue to manage the business. At Feintool the intention
is to further expand the Jessen site too, since it is
operating at the limits of its capacity and new orders
are in the pipeline. This is good news also for the
approximately 200 employees and apprentices of
the firm in Jessen, who are all being taken on by
Feintool. <

Tradition meets
precision
In 1879 entrepreneur Hermann Fuhrmann started producing iron and metal goods
in Jessen. From 1960, the
company began specializing
in the punching of electro
sheet metal parts. From 1993
the company, by then known
as Stanztechnik Jessen
GmbH, was a member of the
Roos & Kübler Group. It was
during this time that technologies like punch-packaging
became established. In 2008,
laser-cutting was introduced
as a further process for the
production of high-precision
electro sheet metal parts. In
2013, the individual activities
in punching and laser-cutting
were bundled together and
Stanz- und LaserTechnik
Jessen GmbH was founded.

E-mobility
How the technologies supplement the portfolio of Feintool

Commutator
Rotor and stator disks

Photos: Feintool, Freepic

Shaft
Coil

Stator

Rotor

Brushes

Stator

Feintool expands its portfolio to include challenging components for electric motors, which can be
produced by means of punching and laser-cutting.

Rotor and stator coils
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TRANSATLANTIC

TEAMWORK

The two Feintool locations in Nashville and Obertshausen have
been working together to develop a tool for production of a
component by a large US automotive supplier. As a result of
this cooperation, they were able to reach the customer’s
ambitious schedule for the start of production. Text: André Schmidt-Carré

During the final two-week phase of the ambitious project, the Feintool technicians flown in from Obertshausen spent every free minute at the Feintool plant in Nashville, Tennessee. They worked on
the final finishing activities long into the evenings and also over
the weekend. Shortly before this, the special tool manufactured in
Obertshausen had been flown in by air freight: a six-meter-long
and 20-ton-heavy colossus, designed to produce plate carriers for
a US automotive supplier. The forming specialists from Obertshausen had spent months optimizing the tool together with their
American Feintool colleagues from the series production location.

HORIZONS 2018

The job was now to assemble, retract and adjust the tool on the
1,600-ton press in Nashville. “Initially we had problems with the
extraction of scrap when it came to cutting to height and piercing
oil holes, but that’s normal and we were quickly able to resolve
them,” says Sacha Roth, Project Manager at Feintool in Obertshausen. “The cooperation with the Feintool colleagues in America
worked really well throughout the entire project. During assembly
on site in Nashville, we were able to move freely at all times around
our colleagues’ plant,” says Roth. According to the German technician, the teams complemented each other perfectly.

TEAM 17

Axial rolling tools are designed so that receptacles
and rolls are used in a modular fashion.

As a so-called Tier 1 manufacturer, the supplier produces parts
directly for automotive companies and had placed an order with
Feintool in Nashville for the production of a plate carrier. The
challenge?
Production should start within just eight months. During this
time Feintool had to optimize the component, and also design,
build and test the required tool. Since time was short and the
tools required were complex, the American constructing engineers made use of the international Feintool network and
brought on board their colleagues at the German Feintool site in
Obertshausen, who specialize in forming tools. “Within the
company, you pull together and can rely on each other, which
makes working together much easier than with external partners,” says Brett Fisher, project manager at Feintool in Tennessee. Especially as the teams of experts in Nashville and
Obertshausen have a common technical denominator: Both
company divisions regularly work for the automotive industry.

Photos: Feintool

TWELVE STATIONS TO THE FINISHED PRODUCT
The German team flew to Tennessee right at the beginning of the
project to discuss the project’s direction and prepare a catalog
of tasks. During the following weeks and months, they then set
up a tool that comprised twelve stations for the complete production of the plate carriers in one operation. This represents a
clear advantage over classic production processes, which require time-consuming redressing, particularly given the target
production figure of several hundred thousand units per year.
For these special plate carriers, the tool had to be particularly
large (based on the press configuration). “We further developed

The German-American co-production is being deployed
at the Feintool plant in Nashville.

our simulation software for building new tools especially for
this order,” says Roth.
The two teams exchanged information on a regular basis
throughout the duration of the project and held weekly telephone conferences to discuss details. And indeed, the devil really was in the detail: With this tool, which is several meters
long, the press works with 15 to 20 press strokes per minute,
and the coolant has to be pumped in and out continuously. The
Americans usually work with pure oil for cooling, while the Germans run their facilities with a water-oil emulsion. “We adapted
the cooling systems and hoses to meet the American requirements,” says Roth.

NEXT CO-PRODUCTION: OBERTSHAUSEN – SHANGHAI
One month before completion, the US colleagues traveled to
Obertshausen to test the almost finished tool. “As expected,
there were no surprises, because we had constantly exchanged
information and ideas beforehand,” says Michael Mitchell, tool
expert at Feintool in Tennessee, who also flew to Obertshausen
at the time. “All we had to do was revise some small issues.” In
order not to lose any time, Feintool finally transported the finished tool by air freight to the US, and not by ship as usual.
“The challenge on site in Nashville: not only the tool was new
but also the press,” says Roth. Feintool Tennessee had purchased it specifically for the new order, to gain additional capacity for fulfillment. Production was ultimately able to start
on schedule, and Feintool now produces 6,000 plate carriers
each week at its plant in Nashville, a large proportion of them
for the customer’s production requirements in North America
and others for production in China. “The customer is very satisfied,” says Project Manager Fisher. Meanwhile, the tool experts from Obertshausen are already busy with the next project
in the international Feintool network: They are developing a
tool for their colleagues at the new Feintool production site
near Shanghai. <
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FULL
STEAM
AHEAD
The production site of Feintool Automotive System Parts in Tianjin, China,
is running at full steam and has been assigned many more long-term orders.
To meet the high level of demand, capacities are being rapidly expanded
and a new site is now in development.
Text: Barbara Gnägi
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“We are honored that our customers
trust in us, enabling an expansion of
the Tianjin plant with more capacity.”
Marcel Pernici, Head of System Parts Asia

Things are going well in Tianjin. So well in
fact, that the forming plant implemented the
Quality and Environmental Management
Systems (QMS & EMS) in record time and received the ISO 14001:2015 and IATF TS
16949:2016 certificates. After becoming part
of the Feintool Group in March 2017, in just
a year, Feintool Tianjin passed the SGS audit
in May 2018. By implementing these international standards in such a short time,
Feintool demonstrates the importance it
places on customer satisfaction by delivering
best quality products and services. Xiangjun
Bao, General Manager of Feintool in China is
proud of the progress and process the forming plant is making: “It was very important
to us to receive these certifications to ensure
the same quality standard as the other forming plants of Feintool. I’m thrilled that we
passed the audits so quickly.”
With successful implementation of QMS &
EMS, the Tianjin plant has more robust business management processes focused on
consistently meeting customer requirements and enhancing their satisfaction. It is
in alignment with the strategic direction of
the Feintool Group: To serve the customer in
each local market with high quality products and services according to the automotive industry standards and approaches. “Of

course this is just the beginning for us in
Tianjin,” Bao continues. “With the expansion of our forming production operations
we can provide more high quality products
for our customers.”

READY FOR ASSEMBLY
The ground-breaking ceremony took place in
May 2018 and the expansion is set to be
completed by mid-2019. With almost 4,400
square meters, Feintool Tianjin will be able
to produce specialized formed components
for the automotive industry on three additional press lines as well as further processing infrastructure. This site, close to Beijing,
enables Feintool to meet customers’
demands for global, customer-oriented
suppliers that can competitively produce
components ready for assembly and modules. The team of the new site will consist of
more than 100 Feintool employees by mid2019 and an additional 6 apprentices per
year starting in 2020.
Marcel Pernici, Head of System Parts Asia,
on the expansion of the site: “We are honored that our customers trust us, enabling an
expansion of the Tianjin plant with more
capacity. Our team is delighted to take this
responsibility towards our customers and
shareholders.” <

Facts and figures on
the Tianjin site:

4,377
m2 floor space

3
more forming press lines.
5 press lines in total.

FURTHER
processing infrastructure comprising laser welding line, washing
and slide grinding machine

More than

100
Photos: Feintool, Rudolf Wichert

employees

Around 4,400 square
meters of floor space
provide enough capacity
to fulfill new customers
needs in Tianjin.

6
apprentices per year
planned from 2020
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FIVE IN ONE
Fineblanking, coining, deburring, forming and calibrating:
Modern fineblanking tools permit five processing steps in one press
stroke. Parts ready for assembly are the result, meaning further
post-processing steps become superfluous – so fineblanking is faster
and more economical than ever before.
Text: Christian Raschke

Since August, three innovative fineblanking tools have been undergoing checking and tryout in the tool making department in Lyss,
and it’s with these that Feintool will be producing shift-forks for the
Stiwa assemblies in future. What’s special here is the high clean-cut
portion, Schermaier explains. “We have experience with normal
punching ourselves, but this inevitably results in cracks and tears in
the fineblanked surface. These often represent a weakness and can
be a starting point for tears that can lead to the failure of the compo-
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nent,” he explains. And there’s another advantage of fineblanking:
“Alongside the straight cut, the parts also exhibit very good flatness,”
says Daniel Messner, who is responsible for tool development at
Feintool. This means Stiwa is able to continue processing on its systems without any problems. In the fully automated system, the shiftfork is positioned on a workpiece carrier, transported in laser welding cells, braced over centering platforms and ultimately welded.
And it all happens very quickly. “In a matter of a few seconds, a completely finished assembly leaves the system,” says Schermaier.

TWO TOOL TYPES COMBINED
Stiwa supplies around one million complete assemblies every year.
This means that Feintool System Parts Oelsnitz, where the shift-forks
are now produced, needs to be ready to replenish their supplies at
any time. “We are well prepared,” Guido Naumes says optimistically.
The Key Account Manager at Feintool is referring primarily to the
jointly developed innovative tool concept, which actually brings together a great deal of Feintool knowledge and experience from previous projects.
In the first three steps, the shift-fork within the strip is fineblanked
and marked, before being transported away from the strip for steps

Photos: Feintool, Stiwa, Ben Zurbriggen

The test bench is relentless. Again and again, the experimental assembly pulls on the shift-fork according to a precisely defined load spectrum. The part must endure several hundred thousand load changes
and emerge unscathed to pass the test and be approved for installation. “The quality required in this project is something we can only
achieve through fineblanking,” says Richard Schermaier. He heads up
the construction department in the product development division at
Austrian automotive supplier Stiwa. The company’s roots – rather like
those of Feintool – are in plant construction, but for some years now,
Stiwa has been developing its expertise in automotive components
and assemblies. Hence, the Austrians supply a good third of all shiftfork components for their customers – and in their latest project
they’re relying on the competence and support of Feintool.
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In the strip layout,
the individual processing
steps – in and out of strip –
are clearly visible.

“We have experience with normal
punching ourselves, but the quality
required in this project is
something we can only achieve
through fineblanking.”
Richard Schermaier,
Head of the Construction Department at Stiwa

“We are well equipped, and we
put a great deal of Feintool
expertise from previous projects
into the jointly developed tool
concept.”
Guido Naumes, Key Account Manager at Feintool

four and five and then deburred and formed. The advantages of this
so-called out-of-strip process? First of all, it’s more economical because it saves material. Forming the fork away from the strip means
there is no need for the so-called guideless cutting, which would be
necessary for forming within the strip. Secondly, the tool can work
multiple times in a dropping motion because two forks can be

stacked in the strip layout. “The whole thing has the added effect that
we position the major shaping forces in the center of the tool and the
blanking tonnage of the first and third steps are dispersed symmetrically. Thus, eccentric loads in the tool are avoided,” says Messner.
This, in turn, has a positive effect on run times and precision.

CALIBRATION WITHOUT LEAVING THE FINEBLANKING PRESS
“What’s crucially important is the final step in which we calibrate the
so-called fork measurement,” explains Schermaier. The distance between the two arms of the shift-fork can vary by no more than a few
hundredths of a millimeter. If it is too tight, the forks will not fit over
the sliding sleeve in the assembly, but if it is too wide, there will be
clearance and the operating forces are not transferred optimally.
“When it came to the tool development, Feintool addressed our requirements with the utmost precision and attention to detail,” says
Stiwa’s Head of Construction, praising the collaboration. In return,
Stiwa made some minimal concessions on the part geometry so that
it remained feasible in the fineblanking tool. Ultimately, though, everything came together – not only the parameters like tolerance,
clean-cut portion and flatness, but also material consumption and
tool service life all work well, just like the chemistry within the development team on the part of both Stiwa and Feintool. <

HORIZONS 2018

22 EXPANDING HORIZONS

Automotive evolution?
Who will build the cars we’ll be driving in 20 years – the well-known OEMs or Google?
What will propel them? And will interconnectivity and autonomous control systems soon
be more important to buyers than horse power and driver comfort? One thing is for
sure: The industry is on the verge of the greatest changes it has ever seen. We theorize about the automotive market of 2035.

Connectivity

Computing power instead of
engine power
Sensors and processors will replace engines, gear boxes, etc., as the
most important part of the profit pool in the vehicle. Even today,
global net sales in the connected car market amount to more than
30.7 billion euros (34 billion US dollars). According to forecasts, in
2022, market volume will have reached almost 44.2 billion euros
(49.7 billion US dollars).
The conclusion:
In 2035, a good 40 percent of revenue in the
automotive industry will come from electrical
components for data processing, autonomy,
electromobility and connectivity.
Sources: Statista, BCG

23 %

Autonomous driving

11 %

Free time instead of
driving time

2030

Autonomous vehicles will soon be the kings
of the road. Almost a quarter (23 %) of all
newly purchased cars and taxis will be
self-driving by the year 2035.

3%
2025

2055

The conclusion:
Commuters who use self-driven vehicles will get
back more than a week of free time over the period
of a year. So far, as a global average, they drive for
25 minutes each way, meaning they spend almost
191 hours, or eight days, behind the wheel each
year.

Drive

Electric and combustion engines
The world of automobiles is becoming ever more diverse.
Electromobility and hybrid drives will not push out the internal
combustion engine entirely, but rather they will supplement it
appropriately depending on the scope of use.

Sources: BCG, Regus

2017

2025

6%
2%

2030

14 %

2055

6%
6%
Petrol and diesel
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Hybrid and mild hybrid

Plug-in hybrid

Electric vehicle

30 %
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Big data

Braking instead of accelerating
Black boxes are a standard feature of aircraft. Now, in the US
and the UK, these little trip recorders are also becoming
commonplace in cars as so-called telematics solutions. As early as 2020,
the technology is set to be built into 96 percent of all new European and
80 percent of all new North American cars.

Telematics in new cars, year of construction 2020, according to region
Europe
North America
Latin America
Asia-Pacific
Middle East and Africa

96 %
80 %
56 %
49 %
21 %

The conclusion:
Insurers use the telematics data to make insurance premiums dependent on driver behavior. Also, in case of accidents,
the boxes will automatically substitute an emergency call,
thus reducing the reaction times of the rescue services.
Sources: Berg Insight, Statista

Key industry

Automotive or
IT industry?
The digital transformation has long since reached the
area of automobiles. Automobile IT technology is becoming a market worth billions. The only question is,
who is making all those billions?
Number of patent registrations for autonomous
driving between 2010 and 2017
OEM
Suppliers
IT corporations

2,712
1,397
338

The conclusion:
The automotive industry is aware of the change –
and is planning ahead. It’s not Google or Apple, but
rather established manufacturers and suppliers that
have most recently led the development of new trends,
for example vehicle autonomy.
Sources: Statista, BCG

Car-sharing

Using instead of owning
The car is becoming less of a status
symbol and more a simple means of
transport. By 2035 almost one in five
kilometers covered on the roads will be
driven by users with loaned or shared
vehicles.
The conclusion:

Photo: Just_Super/Getty Images

The conclusion:
The volumes of drive units (internal combustion engines and
electric motors) is growing disproportionately to the vehicle
market. Furthermore, liquid fuels for combustion engines no
longer need to be produced from crude oil in the long term.
Synthetic processes whereby liquid energy carriers are produced using power, water and carbon – so-called “e-fuels” –
could be used ever more widely from 2030. From 2050 they
could have almost entirely replaced petrol and diesel.

Proportion of road
kilometers covered

18 %

9%
3%

4%

2017

2025 2030

2035

More open spaces will develop in densely populated cities.
A car-sharing vehicle has the potential to replace between eight and
twenty private cars. At the same time, the vehicle market will grow
rather than decrease, because these vehicles will be subject to greater wear and tear and therefore must be replaced more frequently.
Source: BCG, BCS – Bundesverband CarSharing

Source: BCG, Prognos
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GLOBAL PRESENCE –
YOUR FEINTOOL CONTACTS WORLDWIDE
Ettlingen, Germany

Obertshausen, Germany

Jessen, Deutschland

Jena, Germany

Oelsnitz, Germany

Tokoname, Japan

Tennessee, TN, USA

Cincinnati, OH, USA

Taicang, China

Lyss, Switzerland

Ohrdruf, Germany

Atsugi, Japan

Tianjin, China

Most, Czech Republic

FEINTOOL SYSTEM PARTS
FINEBLANKING

FORMING

LASER-CUTTING AND ELECTRICAL SHEET PUNCHING
Germany
Phone: +49 3537 272 0
feintool-psej@feintool.com

Europe
Phone:+41 32 387 51 11
feintool-pbel@feintool.com

Japan
Phone: +81 46 247 74 51
feintool-pbjt@feintool.com

Germany
Phone: +49 6104 401 0
feintool-pfeo@feintool.com

USA
Phone: +1 513 247 01 10
feintool-pbuc@feintool.com

China
Phone: +86 512 5351 51 86
feintool-pbct@feintool.com

USA
Phone: +1 615 641 77 70
feintool-pfut@feintool.com
China
Phone: +86 22 5926 58 38
feintool-pfct@feintool.com
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blog.feintool.com

linkedin.com/company/feintool-group

twitter.com/feintool
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