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Dear business associates,

I’m sitting on the train working on the edito-
rial for our magazine NetShape. My thoughts 
turn to the difficult economic situation in 
many markets. You will undoubtedly be read-
ing enough about this in your trusted news 
channels.

For a brief moment, my thoughts wander 
towards AI. Should I leave my work to one 
of  the well-known voice models? Suddenly 
everything would be easy: ChatGPT, write 
an editorial on the keywords “forming tech-
nology”, “economic situation”, “worldwide”, 
“future expectations”.

I decide otherwise: Instead of having my text 
written by an artificial intelligence, I would 
like to share my thoughts on AI with you. 
What role will it play in the future for us as a 
company, for our industry and for forming 
technology worldwide? I am curious to see 
whether we will one day be able to present 
new developments in NetShape that rely on 
the help of AI or, more precisely, deep learn-
ing. In fact, it’s not so much a question of “if”, 
but when we can present the first such proj-
ect to you.

The change will be as great as when informa-
tion technology was in its infancy and began 
to find its way into everyday life. Precise fore-
casts are a risky undertaking, but we can say 
with certainty that artificial intelligence 
requires us to remain flexible, embrace 
change and respond to it with a spirit of inno-
vation. A challenge that we are happy to take 
on in the Hatebur tradition.

Was this text written with AI? No, it is one 
hundred percent “Christoffel”. I hope you 
enjoy reading our latest issue of NetShape.

Thomas Christoffel, CEO

In person
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From the world of Hatebur

Latest news

95 years of Hatebur
In 2025, Hatebur celebrates its 95th anniversary. Reason enough to take a look at our history books. Shortly after the company was founded, Fritz Hatebur applied for his first patent – for a fully automatic turret-type hotformer. In 1933, the company moved from Neuss am Rhein (Germany) to Basel in Switzerland. In the years that followed, the tireless inventor Fritz Hatebur designed an innovative bicycle pedal, developed wood carburetors for car engines, invented a model series of centerless grinding machines and also improved his own designs for hotformers and cold forming systems. Much has changed since then, new branches have been established abroad, and finally, in 2016, Hatebur and Carlo Salvi merged. But one thing is and remains the same: Hatebur Umformmaschinen AG is a family business with a strong focus on innovation, quality and reliability.

Forging Congress in Changshu, 
China

Hatebur Switzerland and HMT 
China participated together at 
the Forging Congress in Chang-
shu, China. This impressive event 
gave us a chance to present our 
latest innovations in the forging 
industry to an interested audi-
ence.

New representative in Korea 

Since July 2024, Hatebur and 
Carlo Salvi have been repre-
sented in Korea by Koryo Preci-
sion Engineering Co, Ltd. We are 
convinced that this cooperation 
will enable us to provide our cus-
tomers there with even better 
support and further optimize 
access to our high-quality prod-
ucts and services.

New open-plan office

A comprehensive office 
conversion and renova-
tion project was recently 
launched at Hatebur’s 
headquarters in Reinach. 
The offices will be trans-
formed into a modern 
open-plan office to pro-
mote collaboration and 
communication. Our em-
ployees now benefit from 
an inspiring working en-
vironment with flexible 
workstations and im-
proved communal areas.

New sales employees in Japan 
and China

Aaron Xu joins the Hatebur 
Shanghai team as China Sales 
Director. With 20 years of experi-
ence in the mechanical and elec-
trical industry, including nine 
years in cold and hot forming, 
Aaron Xu has extensive experi-
ence and a deep understanding 
of forming technologies. With his 
in-depth knowledge of sales 
management, he will continue to 
drive forward and strengthen 
sales in China.

Yoko Narita has been Sales Man-
ager at Hatebur Japan since July 1, 
2024. She has over 18 years of ex-
perience in the electronics and 
industrial machinery sector. With 
her experience in market devel-
opment, she will work closely 
with our customers and continue 
to expand the Japanese market.

CS 004 sets new standards

With the final design of the 
CS  004, the engineers at Carlo 
Salvi have reached another mile-
stone. The eagerly awaited 
machine reflects the company’s 
commitment to innovation and 
excellence. The assembly process 
has now begun with work on the 
machine bed. At the same time, 
the mechanics in charge are care-
fully constructing the brackets 
that will later secure the heart of 
the machine. 

 

 
Following this work, the machine 
bed will be given a visually ap-
pealing protective coating. This 
will be followed by the installa-
tion of further complex compo-
nents, combined with thorough 
testing to ensure that Carlo 
Salvi’s high standards of perfor-
mance and reliability are met. 
The CS 004 will offer innovative 
functions and further improved 
efficiency. The goal for this latest 
generation machine is clearly de-
fined: Revolutionize manufactur-
ing processes and cement Carlo 
Salvi’s reputation as an industry 
leader.
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Facts & figures

Machines that make history
Statistics from 95 years of Hatebur

Around the world

Best-selling machines

Most powerful machine

Fastest machine

1474

AMP 30

1 32

HM 75
Contact pressure: 20,000 kN

Stroke rate: 200/min

AMP 20 S

AMP 20 
S/N

AKP 4-5

Hot: 599 (40.6%) Cold: 875 (59.4%)

Total number of machines sold

Hatebur presses are in use around 
the globe – the darker the country 
on the map, the more machines 
have been sold there.
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Reinach  On their quest for the utmost 
precision and efficiency, the leaders of Japa-
nese automotive part manufacturer Iidzka 
Seisakusho have long sought to work with a 
Hatebur cold former. The new COLDmatic 
CM  625 is set to raise productivity by 200% 
compared to the vertical formers used before.

Iidzka Seisakusho Co., Ltd., founded in Octo-
ber 1964 and headquartered in the Nara Pre-
fecture near Osaka, is a leading manufacturer 
of automotive parts using cold press and cold 
forging technologies. The company produces 
high-precision parts for airbags, seatbelts, 
steering and other car systems. With 209 
skilled and dedicated employees, Iidzka man-
ufactures products in two Japanese plants – 
one in Hari, some 40 kilometres from the 
head office, and the other in the Kagoshima 
Prefecture in the south of the country.

When it was established in the 1960s, the 
company was active in sheet metal process-
ing and mainly focused on the export busi-
ness. It shifted to cold forged parts and built 
up its expertise in the cold forging technology 
in the decades thereafter. In the 1990s and 
early 2000s, Iidzka Seisakusho manufactured 
high-value-added products, invested in re-
search and development, and expanded both 
domestically and internationally – laying the 
groundwork for the company of today. Since 
then, it has continued to make technological 
advances.

Swiss-Japanese 
perfectionism 
boosts productivity

Text: Bernhard Hagen
Images: Iidzka Seisakusho Co., Ltd.
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Childhood memories
Mr Satoshi Iidzka joined Iidzka Seisakusho in 
1995 and became Director of the Develop-
ment Department in 2000. Since 2015 he has 
served as Vice President. He has been around 
the family enterprise all his life: his father 
Hiroshi Iidzka founded the company and is 
now the Chairman, while his brother Yasushi 
Iidzka serves as President.

“I was only around ten years old when I first 
heard about Hatebur. My father had been in-
vited to an unveiling ceremony of the first 
Hatebur AKP 4-5 in Japan and brought back a 
brochure about the company and the ma-
chine – I still remember that,” says Satoshi 
Iidzka. “My father had long been eager to pur-
chase a Hatebur machine. Seven years ago, 
we got a second-hand Hatebur COLDmatic 
AKP 4-5, which had previously been in opera-

tion in Thailand – it is currently installed at 
our group company, Fujita Seisakusho Co., 
Ltd. We immediately recognised its high relia-
bility and quality, even though the former had 
been designed 40 years earlier. We were par-
ticularly impressed by the stability of the 
transfers and the cutting quality.” 

Monozukuri & Kaizen
The ultimate goal of purchasing a new 
Hatebur cold former, explains Mr Iidzka, is 
also connected with the Japanese concepts of 
Monozukuri, which describes a mindset of 
manufacturing and craftmanship, and Kaizen, 
the pursuit of continuous improvement. 

	 Iidzka team at Kagoshima-plant

07



Mr  Satoshi Iidzka: “My father, a gifted engi-
neer, has mastered precision forging technol-
ogies. Our company’s drive toward perfec-
tionist manufacturing went hand-in-hand 
with the goal of working on the best available 
machines.”

The two companies stayed in touch: In 2006, 
Iidzka Seisakusho asked Hatebur for a prelim-
inary feasibility study with the goal of in-
creasing precision, productivity and price 
competitiveness. The experience of the 
unique quality of the old Hatebur former was 
the driving force behind the decision to pur-
chase a new Hatebur COLDmatic CM 625 in 
2022. The deal was finalised at the WIRE trade 
show in Düsseldorf that same year.

Intensive process
From deliberations, calculations, and discus-
sions to the purchase decision and finally the 
shipment, installation and training, the 
process was an intensive one. Many factors 
needed to be considered: How would the war 
in Ukraine affect shipments from Europe? 
How would exchange rates develop? Would 
material prices continue to rise? Ultimately, 
everything worked out according to plan, and 
the COLDmatic CM 625 was safely delivered 
to Iidzka’s Kagoshima plant. The machine was 
installed in early 2024, and the first tests 
began shortly thereafter.

Versatile & flexible
The Hatebur CM 625 cold former is a marvel 
of versatility and flexibility. Featuring a com-
pact design, reduced space requirement, 
short commissioning time and easy set-up 
and changeover, it is the ideal machine for 
forming precise and complex parts. The 
six-station cold former can handle parts with 
a diameter of up to 32 mm, features a press 
capacity of 2,500 kN and boasts a light-
ning-fast speed of 170 parts per minute. Some 
of the stand-out advantages of the CM 625 
are the accurate servo infeed system, the pre-
cision high-speed shearing, the accurate and 
versatile part transfer system, the gentle part 
discharge and the high flexibility and broad 
range of applications.

200% productivity increase
No wonder that the Iidzka experts have high 
expectations of the new machine: “After our 
experiences with the AKP 4-5, we anticipate 
that we will be able to use the COLDmatic 
CM 625 for a very long period of time in the 
future. The CM 625 will improve our precision 
and boost our output – we expect a produc-
tivity increase of 200% compared to the 
vertical formers that we used before,” says 
Mr Iidzka. On top of that, the Vice President 
believes that the new machine will enable the 
company to manufacture new parts, receive 
additional orders and increase sales.

Customer story08



The brand-new CM 625 will be used for the 
forming of air bag parts and other compo-
nents. The parts are very complex. Up until 
now, they have been manufactured on verti-
cal formers in multiple steps. With the 
CM 625, the process will be shifted to a hori-
zontal press, resulting in a boost in speed and 
productivity. Instead of 40 parts per minute, 
Iidzka will be able to reach between 130 and 
140 parts per minute.

The training of the machine operators took 
part in Switzerland. “We ran a very profes-
sional five-day training course at the head 
office of Hatebur in June 2023, half a year be-
fore the delivery of the machine,” recounts 
Mr Iidzka. “When I saw the assembly plant, I 
was deeply impressed by the commitment of 
the Hatebur engineers to machine precision. 
Two operators and I attended in the training.”

Love for the mountains
The trip to attend the operator training ses-
sions was not the first time that Mr Iidzka had 
visited Switzerland. Because the cooperation 
of Iidzka and Hatebur reaches back decades, 
he visited the Hatebur head office and assem-
bly plant in Reinach in 2006, together with his 
father Hiroshi and one engineer. “I have so 
many good memories. At that time, Thomas 
Christoffel took us to the mountains, and we 
were able to enjoy the magnificent nature of 
Switzerland. Last year, I had the opportunity 
to visit the same places again. I enjoy the 
beautiful scenery and the Swiss traditional 
cuisine.”

Mr Satoshi Iidzka will surely have many more 
opportunities to visit Switzerland, because 
the collaboration of Iidzka and Hatebur re-
mains strong. When looking to the future, the 
Vice President says: “Our company’s strength 
is our own system, which enables an integrat-
ed production with process design, die design 
and the manufacturing of cold forged parts. 
We work hard to gain and keep the trust of 
customers by providing high value-added 
products at competitive prices, and by using 
high productivity machines for high-precision 
parts. Hatebur is a very valuable partner on 
this journey.”

	 Iidzka Seisakusho visiting Hatebur in Reinach, 
Switzerland in 2023

	 Factory of Iidzka Seisakusho Co. Ltd. in Kagoshima, Japan

Iidzka Seisakusho visiting Hatebur in Reinach, 
Switzerland in 2023

I I D Z K A  S E I S A K U S H O  C O . ,  L T D
HQ: Nara Prefecture, Japan CHAIRMAN: Hiroshi Iidzka

1964

FOUNDED

209

EMPLOYEES

2

PRODUCTION PLANTS INDUSTRY: AUTOMOTIVE
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Reinach  In a few years, Hatebur will be 
celebrating its 100th anniversary. Remaining 
successful on the market for so long requires 
a committed team, management with vision 
and consistent, targeted product develop-
ment. The innovations that emerged after 
the turn of the millennium illustrate how the 
underlying process is organized at Hatebur, 
as well as the fact that this is not set in stone 
either.

The year is 2000 and the COLDmatic cold 
press series from Hatebur has been in exis-
tence for more than 20 years. Models such as 
the AKP 3-5, 4-5 or 5-5 are considered state of 
the art in the industry. They offer clever solu-
tions for different customer needs and have 
various unique selling points that set them 
apart from comparable machines.

As was customary at the time, all functions 
were implemented mechanically and the 
presses were driven by a central electric 
motor. Hatebur is convinced that this tech-
nology cannot really be optimized any fur-
ther. New approaches are needed for sub-
stantial improvements. The development 
team gets to work to launch the next evolu-
tionary stage.

From 2003 to 2005, the development of the 
AKP 4-6 S represents a first, important evolu-
tionary step. It has six forming stations, which 
allows the production of significantly more 
complex workpieces. In doing so, it is meeting 
a clear market need. Other key advances are 
also made: The AKP 4-6 S is the first Hatebur 
press with a mechanical-hydraulic linear 
infeed and a deposit station. Compared to the 
previous, purely mechanically operated roller 
feed system, the precision of the cut-offs and 
the weight of the workpieces increases con-
siderably and the workpieces are gently 
deposited onto a discharge conveyor.

Product development with a sense of reality
Up to 15 people are involved in the creation of 
the AKP 4-6 S, who work together in different 
constellations during the individual phases. 
This is an example of how product develop-
ment works at Hatebur. Initially, the most 
important task is to develop a concept based 
on the idea of how the market’s requirements 
can be met from a technical point of view. The 
first functional assemblies are then created. 
At the same time, a committee continuously 
monitors compliance with the specified direc-
tion of travel. To further professionalize the 
development process, the new AKP is consis-
tently implemented on the basis of a previ-
ously verified specification sheet. 

Product development: 
Interdisciplinary and 
customer-oriented

Text: Stephan Leibundgut, Christoph Pergher
Images: Hatebur �
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However, potential customers understand-
ably ask not only about the technical capabil-
ities of a machine, but also about the price. It 
is therefore important to keep an eye on and 
control costs right from the start. 

Understanding and fulfilling customer 
wishes
The first COLDmatic 4-5 ECO is delivered at 
the end of 2014. It is based on the needs of a 
long-standing customer who wants to con-
tinue working with Hatebur machines but 
has set a clear target price. This customer is 
prepared to break new ground and imple-
ment practical simplifications in order to keep 
to this target. Our development team suc-
ceeds in implementing the “reduce to the 
max” concept perfectly, thus ensuring long-
term cooperation with the customer. 

The COLDmatic 4-5 ECO illustrates how much 
the product development process has 
changed overall. It has become much more 
customer-centric. While the question many 
mechanical engineers often used to ask was: 
“What are we technically capable of?”, we are 
now responding very specifically to the needs 
of our customers and the market as a whole. 

Decentralized drive technology 
revolutionizes process possibilities
In 2017, servo technology, which has already 
been tried and tested in simpler applications, 
is successfully transferred from the periphery 
to the absolute heart of a machine. In the test 
field at Hatebur, an AKP 3-5 is equipped with 
a decentrally driven transfer unit and this is 
further developed until it is ready for series 
production. This makes it possible to operate 
the technology in real-life conditions and to 
get machine operators and service techni-
cians on board at an early stage in order to 
obtain feedback. The key advantage of servo 
technology is its flexibility: Whereas previ-
ously everything ran at the same speed, grip-
pers and the transfer unit can now be con-
trolled individually. Settings are therefore 
much more repeatable and easier to apply, as 
they are specified via the control system and 
saved in recipes.

In 2018, the COLDmatic CM 725 is launched on 
the market as a result of the extensive tests. 
It has an impressively simple and precise lin-
ear infeed and a flexible transfer system that 
cleverly expands the machine’s kinematic 
possibilities with the new servo technology. 
The machine is optimized in close coopera-
tion with the first customer even before it is 
ready for the market.

Visualization of a CM 725 with direct drive
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	 With the servo-electric transfer unit of the CM 725, 
decentralized drive technology has also found its way 
into the heart of this horizontal multi-stage press. 
Compared to the previous models, each function is now 
driven by its own motor. In addition to the absolutely 
repeatable implementation of the movement sequences 
read in via the recipe and specified by the control system, 
valuable process data can be collected with every movement.
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Interdisciplinary collaboration picks up 
speed
The introduction of decentralized drive tech-
nology also means another major change in 
product development. In the past, machines 
were launched on the market that had been 
“thought through to the end”, with innova-
tions only being made in small steps. The new 
control technology and progressive network-
ing allow software-based adaptations with-
out the need for major mechanical modifica-
tions to the hardware. This reduces time and 
costs not only for the design of new features, 
but also for their implementation in practice.

During the development of decentralized 
drive technology, cooperation between 
mechanical and electrical engineering also 
achieves a real breakthrough. This interdisci-
plinary interaction has already been in place 
for some time, but now it is finally being 
given the status it deserves. It becomes a key 
driver of innovation and thus one of Hatebur’s 
greatest strengths.

Direct drive for pressram function 
The next milestone is to equip the CM 725 
with a direct drive in 2018 and 2019. Instead of 
a mechanical flywheel, the power is now 
stored in an electrical capacitor. The new 
technology is used for the first time on a cus-
tomer’s machine, which enables us to test the 
new kinematic possibilities during operation.

The new system can still be operated with the 
conventional pressram function. At the same 
time, we can unlock new features via the con-
trol software, which result in various advan-
tages. For example, a higher output can be 
achieved at the same strain rate with the 
existing tool. Basically, the principle can be 
compared to a smartphone on which you can 
load functions provided individually in the 
same way as a new app.

One major advantage of software-based con-
trol is the large amount of production data 
that can be recorded and analyzed. This can 
be used to derive findings for future-oriented 
production and the development of new 
machines and features. The more systemati-
cally this is done, the greater the benefits for 
the operators of our machines.

Web-based application for machine settings
In 2022, the online timing tool, which digi-
tizes the process of kinematic process design, 
is launched. This tool makes it possible to 
draw the part geometries, move them within 
the corresponding forming stations and thus 
determine the time sequence for ideal pro-
duction. The necessary tool design and 
machine setting data can be easily and com-
prehensibly derived from this.

The development of the online timing tool is 
based on the MVP principle. An Excel spread-
sheet developed in-house serves as the basis 
for a minimal viable product (MVP). This com-
bines all the necessary parameters for design-
ing the interaction of the individual machine 
components. Once this table has been tested 
by our application developers and reliably 
delivers correct results, it is used to create 
a  widely usable, web-based application – 
which is made available to our customers as 
an MVP for practical testing in their environ-
ment.
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In retrospect, the online timing tool was 
developed before the market was actually 
ready for it. Because as much as we at Hatebur 
now rely on market analyses and recognized 
customer needs, courage is sometimes also 
required for successful product development. 
Courage to believe in your own experience, in 
understanding how requirements change. 
And thus also the courage to sometimes lis-
ten to your gut feeling and push ahead with a 
product because you are convinced of it. The 
feedback on the online timing tool shows us 
that this has been successful in this case. 

Latest news and outlook
We are currently working intensively on 
recording and storing the data that we can 
collect during ongoing production. An edge 
device is used for this purpose, which har-
nesses the enormous amounts of data at the 
boundary between digital processes and the 
physical environment.

The first machine with an edge device has 
now been delivered. The journey into a new 
era has begun and there will be numerous 
innovations in the coming years. The first step 
is to evaluate the data of a machine and thus 
recognize any need for action, for example 
because changes in a certain process are 
detected (preventive maintenance). The 
approach of deriving patterns from the data 
images of several machines of one type and 
predicting, for example, the typical service 
life of a component under certain conditions 
(predictive maintenance) goes much further. 

As you can see, our developers are pursuing 
various projects with a relatively clear time 
horizon. At the same time, there are many 
areas in connection with big – or rather big-
ger – data where it is still difficult to predict 
what opportunities will arise in the future. 
A good reason for us to remain active and vig-
ilant and to keep moving forward. And an 
equally good reason for you, our customers, 
to look to the future with us with excitement 
and confidence.

Focus

Where the magic happens
We have a test environment for new machine 
features and technologies at our headquar-
ters in Reinach. Here we can set up solutions 
on a special test stand or implement them on 
existing machines. This helps with further 
development and enables us to present new 
solutions to customers while the machine is 
in use and show them the specific benefits. 
For example, we can show live the production 
of a workpiece that represents progress for 
the customer.
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Name: Ugo Bonanomi
Position: Tooling Design and Development
Joined Carlo Salvi: 2002

 
How has your role evolved during your time at 
Carlo Salvi?
Initially, I was in charge solely of tooling design. 
Over the years, my role has expanded signifi-
cantly. Now, I am also responsible for training 
machine operators and addressing various is-
sues that arise during machine commissioning. 

What are some of the biggest challenges you 
have faced, and what are your proudest 
achievements?
One of the most challenging experiences was 
related to the introduction of the first warm 
forming machines back in 2010, as well as the 
production of the first-ever part made of titani-
um. These projects pushed the boundaries of 
our technical capabilities and required innova-
tive solutions.

I am proudest of my contributions to Carlo Salvi 
in developing new products and advancing 
heading technologies, particularly those involv-
ing complex shapes and new materials such as 
Inconel, lead and special alloys. However, the 
achievement that stands out the most for me is 
successfully ending my career here, having 
made a significant impact on the company and 
its technological progress.

What technological advancements have you 
seen over the years?
One of the key advancements in tooling technol-
ogy has been the development of tooling simu-
lators. These tools help identify the best meth-
ods and progressions for developing the tools, 
significantly enhancing our efficiency and accu-
racy. Additionally, after 2006, the ability to ex-
periment with different surface treatments of 
the wire has been a major advantage. These 
treatments ensure a better forming process and 
substantially enhance tool life.

Can you tell us about any memorable 
experiences from your business travels?
The first time I travelled to the USA was one of 
the most challenging experiences, and it provid-
ed significant learning opportunities. The con-
tinuous exchange of advice and know-how be-

tween Carlo Salvi technicians and machine 
operators has provided many insights that have 
become fundamental for internal machine de-
velopment.

Can you share any insights into the 
collaboration between Carlo Salvi and Hatebur?
The most impactful aspect has been the contin-
uous exchange of ideas and technologies. The 
first significant collaboration occurred right af-
ter the acquisition in 2016, when two different 
toolings for a CS 613 were studied and designed 
by Hatebur. Since then, daily interactions be-
tween the two teams have continued, both 
technically and theoretically, as well as practi-
cally, with the development of designs.

Have you had the opportunity to mentor 
colleagues?
Absolutely. For the past five years, I have been 
teaching Jacopo, helping him understand how 
to thrive in this environment and adopt the right 
mindset for successfully accomplishing our 
tasks. I am also dedicated to training our ma-
chine operators and colleagues in various de-
partments on technical aspects.

What are your plans for retirement?
I have a wife and two kids, and in retirement I 
look forward to dedicating more time to my 
family, nurturing those important relationships, 
and enjoying the moments we’ve missed over 
the years. I also plan to immerse myself in volun-
teer work with local organisations, giving back 
to the community and staying active. Addition-
ally, I’m eager to return to one of my lifelong 
passions: fishing.

Do you have any final thoughts or messages for 
your colleagues as you retire?
Never take for granted what you’re doing. Every 
day presents a new challenge, and even with 
years of experience, it’s important to remain 
curious and continue learning. Embrace each 
opportunity to grow, and always strive to im-
prove both personally and professionally.

Interview
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Linear wire feeding in 
Carlo Salvi machines: a new 
technological advance

Garlate  Carlo Salvi has long been a 
prominent name in the manufacturing indus-
try, particularly in the production of high-
speed cold forming machines. Recently, the 
company introduced the CS 663 LF, a signifi-
cant upgrade from the well-known CS 663 
model.

This new machine features an innovative lin-
ear wire feeding mechanism that replaces the 
traditional wire rolls with a system that uses 
grippers. This technological advancement of-
fers multiple benefits in terms of efficiency, 
accuracy, and ease of use, catering specifically 
to technicians and professionals in the manu-
facturing sector.

Composition and mechanics 
The linear wire feeding system in the CS 663 
LF is composed of two grippers: one fixed and 
one moving. The design of the moving gripper 
ensures continuous control of the wire 
throughout the feeding process. During oper-
ation, while the feeding gripper pulls the 
wire, the fixed gripper remains open. The 
fixed gripper then closes before the moving 
gripper opens to return to its set pulling posi-
tion, ensuring uninterrupted wire control and 
feed consistency.

One of the critical aspects of this system is 
the integration of electronic and mechanical 
components. While the setting of the cutting 
length is managed electronically via the ma-

chine’s Human-Machine Interface (HMI), the 
movement of the grippers during production 
is controlled by a mechanical cam. This hybrid 
approach ensures maximum reliability, even 
at the high speeds required for large-volume 
production. The electronic setting also plays a 
fundamental role in Carlo Salvi’s Rapid Tool 
Exchange system, drastically reducing ma-
chine downtime during tool changes and sig-
nificantly increasing overall production time 
and efficiency.

Advantages
The adoption of a linear wire feed system of-
fers several notable advantages over tradi-
tional wire roll feeds. Firstly, both grippers are 
designed to accommodate the full range of 
wire diameters the machine can handle. This 
eliminates the need for hardware changes 
when switching tools, simplifying the setup 
process and reducing potential downtime.

Secondly, the system does not require a wire 
stop, which is typically necessary in conven-
tional roll feed machines. The absence of a 
wire stop minimises unwanted stress on both 
the wire and the machine, leading to in-
creased longevity and reliability. Additionally, 
the linear wire feed guarantees high accuracy 
and perfect cutoff quality, maintaining con-
sistency within 0.05 mm. This precision is cru-
cial in high-volume production environments, 
where even minor deviations can result in 
significant issues.

Text: Daniele Zucchi
Images: Carlo Salvi �
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Implementation and retrofitting of existing 
machines
The linear wire feeding technology is not lim-
ited to the new CS 663 LF model. Carlo Salvi 
has also made it possible to retrofit older 
models of the CS 663, originally equipped 
with roller feeds, with the new linear feeding 
system. This smart solution allows customers 
to upgrade their existing machines, enhanc-
ing performance without the need for a com-
plete overhaul. The ability to revamp old 
models with new technology extends the 
operational life of the machines and provides 
a cost-effective way for manufacturers to stay 
current with the latest advancements.

Conclusion
The introduction of the CS 663 LF with its lin-
ear wire feeding system marks a significant 
technological advancement in the field of 
high-speed cold forming. By replacing tradi-
tional wire rolls with a more precise and effi-

cient gripper system, Carlo Salvi has ad-
dressed key issues related to accuracy, reli-
ability, and ease of use. The integration of 
electronic settings with mechanical opera-
tions ensures optimal performance during 
high-speed production, while the ability to 
retrofit older models provides added value to 
existing customers. Overall, the linear wire 
feeding system enhances the efficiency and 
productivity of Carlo Salvi machines, making 
it a valuable innovation for technicians and 
professionals in the industry.

	 Carlo Salvi machine model CS 663 LF equipped with linear 
wire feed
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A day in the life of the 
Carlo Salvi Tooling department

Garlate  The Tooling department at 
Carlo Salvi, a specialised team of three, is piv-
otal to the company’s manufacturing process. 
Let’s take a look behind the scenes.

The Tooling department is tasked with the 
essential study and development of tools that 
enhance the functionality and efficiency of 
the machines sold, ensuring they are carefully 
prepared for customer commissioning. Be-
yond their technical design responsibilities, 
the team also supervises machine operators 
during client interactions, ensuring that every 
machine operates seamlessly in real-world 
scenarios. A critical aspect of their role in-
volves conducting in-depth feasibility studies 
at the outset of the sales process. These stud-
ies are instrumental in guiding how the ma-
chines should work and be equipped, along 
with tool-specific adaptations to guarantee 
the successful production of parts and meet 
stringent customer requirements.

Simulation software for more efficiency
During the design phase, the Tooling depart-
ment creates vital machine components, in-
cluding the cutter unit, dies, punches and 
transport fingers. They employ sophisticated 
simulation software at various stages of this 
process. Initially, this software is used to eval-
uate the feasibility of customer drawings pro-
vided by the Sales department. It continues to 
play a crucial role in the design phase, helping 
to determine the most effective approach for 
tool creation. As Jacopo Fumagalli explains, 
“Since integrating this tool into our depart-

ment and making it a central part of our daily 
operations, we have significantly enhanced 
our efficiency, allowing us to allocate more 
time and resources to research and develop-
ment.”

The department’s daily routine begins with a 
comprehensive briefing on current tasks and 
ongoing projects. The team then immerses 
themselves in feasibility studies and design 
tasks, collaborating closely with suppliers to 
track the status and quality of ordered tools. 
A substantial portion of their day is dedicated 
to assisting Carlo Salvi machine operators 
with the initial internal commissioning of 
these newly received tools, ensuring that they 
meet the highest standards and preemptively 
addressing potential issues. Additionally, 
they conduct thorough analyses of newly pro-
duced parts to ensure conformity with the 
customer’s exact specifications.

Central hub for all departments
Paolo elaborates on their workflow: “We re-
ceive numerous drawings from the sales of-
fice. After an initial assessment, we filter out 
those that are not feasible for production 
with our machines. For those that are feasi-
ble, we carry out detailed 2D and 3D studies. 
Once these studies are approved and orders 
are placed, we translate them into concrete 
tools that are used in the machines.” The de-
partment relies heavily on software tools like 
PTC-CREO and ECO3 to facilitate this process.

Processes & tools

Text: Daniele Zucchi
Images: Carlo Salvi �
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The tooling department is truly the backbone 
of Carlo Salvi, acting as the crucible where 
new machines are meticulously developed 
and perfected. It serves as the central hub for 
coordination with all other departments, in-
cluding Sales, Test Bay, the Workshop and the 
Warehouse. This interaction is particularly 
intense and frequent during special projects 
that demand close collaboration. For in-
stance, the recent installation of the bar-feed-
ing unit on the CS 005 WS BF at a customer’s 
facility in the United States posed significant 
challenges. This complex task was accom-
plished only through exceptional teamwork 
and robust interdepartmental cooperation.

Growing expertise 
The team also grapples with challenges such 
as fine-tuning equipment upon its arrival to 
meet exacting precision standards. “Theory 
does not always align with practice,” notes 
Jacopo, reflecting the reality of their work. 
Additionally, the creation of intricate, previ-
ously unmanufactured shapes requires con-
tinuous training and the expansion of their 
expertise. Once the equipment is fine-tuned 
and installed, verifying that the headed parts 
adhere to design specifications and meet pre-
cise dimensions and tolerances is critical. This 
verification is performed using advanced 
electronic projectors and precision measuring 
instruments.

Despite the numerous and varied tasks, the 
seamless operations of the Tooling depart-
ment are a testament to the effective synergy 
and dedication of the team. Jacopo concludes, 
“The most rewarding aspect of our work is 
witnessing one of our renowned machines 
working, producing parts from a project we 
conceived and developed from the ground up. 
It’s incredibly fulfilling to see our ideas and 
efforts materialise into something tangible 
and impactful.”

Tooling dept. team. From left to right: 
Ugo Bonanomi, Jacopo Fumagalli, Paolo Bormida 	
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Service & support

AMP 70 in China:  
Successful overhaul 
and commissioning
Text: Hansjörg Gebhard
Images: Hatebur �

the availability of the necessary 
parts and the deployment of our 
service engineer team.

Carrying out the overhaul
Our team arrived in the tenth 
week of 2024 to get an overview 
and to check the first delivery 
of  spare parts and preparatory 
work by the customer. The work 
was initially scheduled to take 
15  weeks, however, as is often 
the  case with large projects, we 
had to reassess the situation on 
a  daily and weekly basis and 
adjust our planning. This required 
an experienced and motivated 
team.

The assembly procedure for an 
overhaul is similar to that of a 
new machine, with the addi-
tional aspect of reworking and 
testing reused parts. The main 
work and modifications at a 
glance: 

1. Inspection of the main parts: 
First, the machine body and the 
pressram were examined again 
for cracks. 

2. Reinstallation: This was fol-
lowed by the complete reinstalla-
tion of the electrical system, 
lubrication, the pneumatic sys-
tem and the hydraulic system. 
Much of this work had already 
been carried out by the Maple-
land team in advance and only 
needed to be checked and com-
pleted.

Reinach  As part of a 
joint venture, the decision was 
made in 2011 to relocate three 
HOTmatic AMP 70 machines 
from North America to China. 
The first machine could be put 
into operation immediately after 
arrival, while the other two 
machines first had to undergo 
extensive overhauls.

Years later, together with a team 
from our customer Mapleland 
Precision Forge, we had the 
opportunity to overhaul the last 
of the three machines and restore 
it to an excellent operating condi-
tion. The customer also took this 
opportunity to modify the sys-
tem and bring the technology 
more up to date.

Project progression and planning
Based on a detailed inspection 
and the recommendations of 
our local team in China, we drew 
up the initial quotations to be 
discussed and updated as the 
process progressed. This process 
required constant coordination 
of sensible and necessary mea-
sures, taking into account the 
available budget and the speci-
fied schedule. 

In the second quarter of 2023, 
we reached a technical and com-
mercial agreement following 
intensive negotiations on site. 
The temporal component played 
a major role, and required chal-
lenging organization in terms of 

3. Installation of the assemblies: 
Installation began with the drive-
shafts, followed by the individual 
assemblies around the machine, 
depending on the availability of 
parts.

4. Modification of the pressram: 
The pressram was converted 
to  a  version without adjusting 
wedges. This, in turn, required 
extensive and exciting rework-
ing, accompanied and guaran-
teed by one of our service engi-
neers. Due to dimensional 
changes and a slight distortion, 
the pressram had to be re-scraped 
at short notice and scraped into 
the machine body. For this com-
plex task, we sent a scraping spe-
cialist to carry out the work 
within the maximum visa-free 
period of 14 days.
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Electrical work
From the twelfth week of deploy-
ment, an electrical engineer 
checked the integration of all 
monitoring units as well as the 
cabling and units on the con-
struction site. This was followed 
by connection and interaction 
with the new control system, 
which was within the scope of 
delivery. 

Completion and production 
readiness
It was possible for the assembly 
work to be completed, the main 
motor to be put into operation 
and the trial empty run to be 
organized with a slight delay. 
There are still many obstacles 
and challenges to overcome from 
the point of the trial empty run 

until the system is completely 
ready for production. Here, 
machine-related expertise and 
production experience were just 
as important as well-functioning 
teamwork between Mapleland 
and Hatebur. 

On July 17, after 19 weeks and 
with a slight delay, the over-
hauled machine produced its 
first  parts. There are currently 
still  minor malfunctions to be 
rectified until the complete 
interaction between the bar 
rack,  heating system, forming 
machine, main drive, units and 
monitoring systems is perfectly 
coordinated.

The successful overhaul and com-
missioning of the last AMP 70 
machine shows how important 
careful planning, detailed inspec-
tions, continuous coordination 
and experienced teams are. 
Despite the challenges, it was 
possible for the project to be suc-
cessfully completed thanks to the 
close collaboration and commit-
ment of all participants.

We would like to thank everyone 
involved in this challenging proj-
ect for their excellent and exem-
plary teamwork in bringing it to a 
positive conclusion.
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Trade fair roundup

Participation in the EUROFORGE conFair in Milan was a 
complete success. As a meeting place for the “who’s who” 
of the European forging industry, the trade fair offered an 
ideal platform to present our latest developments and 
innovations to an expert audience. The large number of 
top-class specialist presentations that enriched the 
EUROFORGE program was particularly impressive. These 
provided in-depth insights into current trends and chal-
lenges in the industry and also stimulated exciting discus-
sions.

The trade fair was also a valuable opportunity to maintain 
existing partnerships and make new contacts. We held 
numerous constructive discussions with long-standing 
partners and customers. The atmosphere was character-
ized by a lively exchange and a shared enthusiasm for the 
future of the forging industry. The positive feedback from 
visitors showed us once again that we are on the right 
track in placing the needs and requirements of our cus-
tomers at the center of our work.

Milan, October 22–23, 2024

EUROFORGE conFAIR 2024
Location: Milano Convention Center, Milan
Company: Hatebur Umformmaschinen AG

Text: Reinhard Bührer �

After a break of several years, Hatebur took part in the 
China International Bearing Industry Exhibition again this 
year. Together with our subsidiary in China, we exhibited 
at the largest trade fair for ball bearings, which plays a 
central role in the Asian market. The return to this import-
ant trade fair proved to be a strategically important deci-
sion, and one which was extremely worthwhile thanks to 
the positive response we received and the number of con-
tacts we made.

The international trade visitors at the trade fair showed 
great interest in our advanced forming solutions. In par-
ticular, discussions with potential new customers and 

existing partners from the region gave us valuable insights 
into the specific requirements of the Chinese market. 
These findings will help us to tailor our products and ser-
vices even better to the needs of our customers.

In addition to initiating business, the trade fair was also 
an opportunity to further expand our network in China 
and increase Hatebur’s visibility in this important market. 
Based on the insights we have gained, we are convinced 
that we are well on course to further strengthen our posi-
tion in Asia and consolidate the trust of our Chinese cus-
tomers. We will continue to expand our activities in the 
region and plan to be represented at CIBE in the future.

Shanghai, November 25–28, 2024

2024 China International Bearing Industry Exhibition
Location: National Exhibition and Convention Center, Shanghai
Company: Hatebur Umformmaschinen AG

Text: Reinhard Bührer �
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Carlo Salvi can look back on its participation in the 
Fastener Fair Italy in Milan as a success – it provided 
an excellent platform for presenting the entire range of 
our forming machines and services to a wide audience. 
Fastener Fair Italy was also an important meeting place 
for Carlo Salvi to exchange ideas with industry colleagues 
and potential new customers. We were able to make 
numerous new contacts and deepen existing business 
relationships. The high quality of the discussions and 
the  great interest in our solutions have confirmed that 
we  have our finger on the pulse of the times with our 
offering.

The opportunity to experience developments in the fas-
tener sector first hand and to recognize new trends at an 
early stage was also particularly valuable for us. The trade 
fair has encouraged us to continue to focus on innovation 
and quality in order to meet the growing demands of our 
customers in the best possible way in the future. Overall, 
the Fastener Fair Italy was a complete success for Carlo 
Salvi and an important milestone in strengthening our 
market position.

Milan, October 29–30, 2024

Fastener Fair Italy 2024
Location: Milano Convention Center, Milan
Company: Carlo Salvi

Text: Reinhard Bührer
Images: Fastener Fair �

	 Fastener Fair Italy 2024 in Milan
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Headquarters

Hatebur Umformmaschinen AG
General Guisan-Strasse 21, 4153 Reinach, Switzerland
T: +41 61 716 21 11, F: +41 61 716 21 31 
info@hatebur.com, www.hatebur.com

Locations

Hatebur-Lumag Services AG
Birchmatte 9, 6265 Roggliswil, Switzerland 
T: +41 62 754 02 63, F: +41 62 754 02 64
info@lumagag.ch 

Hatebur Umformmaschinen GmbH
Hagener Strasse 75, 58642 Iserlohn, Germany
T: +49 160 25 29 778
sales@hatebur.com

Hatebur Metalforming Technology (Shanghai) Co., Ltd.
Rm E2, 11th F., Juneyao International Plaza
No. 789 Zhaojiabang Rd., Shanghai 200032, P. R. China
T: +86 21 6417 84 28, F: +86 21 6417 84 22
info.cn@hatebur.com 

Hatebur Japan K.K.
Kowa Shibakoen Building 5F, 1-1-11 Shibakoen, Minato-ku
Tokyo, 105-0011, Japan
T: +81 3 5843 7445, F: +81 3 5843 7446
info.jp@hatebur.com

Carlo Salvi S.p.A.
Via Ponte Rotto, 67, 23852 Garlate (LC), Italy 
T: +39 0341 65 46 11, F: +39 0341 68 28 69 
carlosalvi@carlosalvi.it, www.carlosalvi.com

Carlo Salvi USA Inc.
4035 King Road, Sylvania, OH 43560, USA
T: +1 419 843 17 51, F: +1 419 843 17 53
sales.usa@carlosalvi.com 

Carlo Salvi UK Ltd.
Unit 4, Cedar Court, Halesfield 17, 
Telford, Shropshire, TF7 4PF, Great Britain
T: +44 1952 58 77 30, F: +44 1952 32 71 80
sales.uk@carlosalvi.com

Carlo Salvi (Guangzhou) 
Machinery and Equipment Co., Ltd.
Room 1404, West Point Center, 
No. 65 Zhongshan Qi Road, 
Liwan District, 510140 Guangzhou City, P. R. China
T: +86 20 8173 46 72, F: +86 20 8123 93 59
gm.china@carlosalvi.com

www.hatebur.com

A partnership that speaks your language when it comes to service, too.

The merger of the two metal forming specialists Hatebur and Carlo Salvi 
has enabled them to combine their collective expertise. The perfectly coor-
dinated combination of machines, processes and tools allows solutions 
to be developed which provide our customers with maximum performance 
and optimal efficiency. Comprehensive global services and fast, seamless 
on-site servicing are qualities that our customers around the world value. 
Your advantage.
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See us live!

March 25–27, 2025
Fastener Fair Global

Location: Stuttgart, Germany
Brand: Carlo Salvi

May 13–15, 2025
ForgeFair USA

Location: Cleveland, USA
Brand: Hatebur

May 22–24, 2025
IFS China

Location: Shanghai, China
Brand: Hatebur and Carlo Salvi

June 17–20, 2025
MetalForm China

Location: Shanghai, China
Brand: Hatebur

July 16–19, 2025
MF-Tokyo

Location: Tokyo, Japan
Brand: Hatebur and Carlo Salvi
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We look forward to seeing 
you there!

All dates are correct as of December 
2024. Please search for the latest dates 
online before attending an event.


