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Established and grown around the well-known Glashütte preci-
sion watchmaking industry, a top manufacturer of high-fre-
quency connectors developed in Lauenstein. Since December
21st, 1990, the company from Lauenstein has been part of the
Munich Spinner GmbH, a market leader in the field of high-fre-
quency assemblies. The initial staff of 140 in 1990 has increa-
sed in Lauenstein in the meantime to 240. This is surely a good
sign of a successful development. 

In Lauenstein manufacturing is done according to the know-
how of the Munich parent company, but the technical expertise
of the Lauenstein engineers plays an important role in the steadily
increasing technical progress. This is shown by the rational
manufacturing and mounting technology, which is the basis of
adapting the products better and better to the customers’ requi-
rements and achieving extremely short manufacturing and deli-
very times. In the meantime, the company from Lauenstein not
only produces the high-frequency connectors, but also con-
nects them at the same time to the cable, thus producing
assembled ready-to-install connecting cables in high quality
and in different lengths.  Managing Director Siegfried Weise
gives concrete numbers: “For our assembled ready-to-install
so-called jumper cables, which are to be found not only in the
transmitting and receiving units of mobile phones, but also in
many other systems and devices of industrial and medical
technology, such as laser welding systems or computer tomo-
graphs, we guarantee full functionality for 15 years.” 

Optimized production engineering and well trained
employees

In addition to quality, the flexibility of a company plays a con-
stantly growing role in worldwide competition. We are capable
of carrying out orders for the production of, for example, 1000
units of assembled ready-to-install connectors for the high-fre-
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The manufacturers of turned parts for high-fre-
quency technology must meet some very speci-
fic requirements and have the necessary under-
standing of their particular features if they are
going to produce a consistently high quality.
Thus, for example, the desired transmission of
high-frequency signals at no loss is only possi-
ble if the brass parts are machined with high
precision. The subsequent galvanic processes
of silver-plating or even gold-plating additional-
ly require a clean parts surface. 



The way in which this type of
workpieces such as surge arre-
sters is produced is explained
by Hartmut Marwitz (Fig. 4,
second from the right), mana-
ger of automation systems and
special constructions at
T R A U B - D r e h m a s c h i n e n
GmbH & Co. KG, a subsidiary
of the INDEX-Werke:
“From the bar loading magazine,
the bar passes through the
main spindle, entering the CNC
Swiss type automatic of modu-
lar design. There the bar is first
machined on the main spindle.
For this machining, a tool turret
is available that has 12 tool sta-
tions equipped with fixed or dri-
ven tool holders (Fig. 2).
Opposite from the main spindle
is the front working attachment,

which in its standard version has a five-
spindle structure. For cutting off”, conti-

nues Hartmut Marwitz, “the counter spindle clamps the part in
such a way that it then is machined also by the turret tools and
the tools of the five-spindle backworking attachment.
The machine allows a maximum of three tools, one each from

the tool turret, from the front working and from the backworking
attachments, to work simultaneously.” 

The jump in productivity achieved by using this TRAUB CNC
Swiss type automatic TNK36 in Lauenstein is explained by
plant manager Bernd Philipp (Fig. 4): “On the predecessor
machines, it took 150 to 180 seconds to produce the surge
arrester, while on the new machine this part takes only 58
seconds to produce.” What contributes to the high productivity
according to Philipp is not only the possibility of working simul-
taneously with several tools and on both spindles, but also the
tool turret, which rotates and positions so quickly that chip-to-

quency technology meeting the
highest demands, such as
those required, for example, by
the high frequencies of the
UMTS technology, within a sin-
gle shift. This means that a
customer who orders today
could have the complete deli-
very on-site the day after
tomorrow. “A delivery time of
two weeks is the absolute
maximum accepted by the
market”, says Weise. “All of
this requires not only optimized
production engineering but also
highly motivated well-trained
employees. We are lucky to
have both: First we are in an
area which has been marked
over a long period by the preci-
sion watchmaking industry and
is considered the cradle of
German precision manufacturing. Second,
we have found in TRAUB Drehmaschinen
an innovative partner with whom we have had optimum co-
operation since 1985 and with whom we have been building up
very recently the highly efficient, automated production of com-
plex turned parts.” 

Efficient machining of turned parts

At the center of the technological solution is a TRAUB CNC
Swiss type automatic TNK36 (Fig. 1). First, this Swiss type
automatic has shown that the model part, which aptly is also
the most complex part produced on this machine, can be
machined with the required quality and precision within the pre-
set time limit. This model part (Fig. 3 middle) is a surge arrester
for transmitting and receiving systems of mobile phones. It is a
brass part that, according to the company’s philosophy, is
machined using an emulsion and not an oil. Furthermore, a
fully automatic production was required. Thus, Siegfried Weise
emphasizes: “We have bought a complete production process
and not just a machine.” Consequently, the technological pro-
cedure begins with the loading of the bar loading magazine
connected to the TRAUB Swiss type automatic TNK36. The
fully loaded magazine provides a parts storage for three shifts.
This means that it must be topped up only once a day, if requi-
red, also at the weekend, since the system is working around
the clock. 

“Since a quality production not only requires a Swiss type auto-
matic working with high precision and the corresponding quali-
ty tools, but also blanks of constantly high quality, we only use
brass bars from a German supplier we know to deliver consi-
stently good quality. Any ferromagnetic impurity of the material
no matter how small can result in malfunctions in high-fre-
quency technology”, explains Siegfried Weise and points out.
“Not even machining quality can be guaranteed when using
contaminated material”.

Fig. 2: Machining options in the TRAUB
CNC Swiss type fully automatic TNK36

Fig. 3: Turned brass
parts, in the middle
the surge arrester
for transmitting and
receiving stations of
mobile phones



chip times of only 0.55 seconds are achieved. Add to this the
savings from the handling and parts cleaning operations that
take place in parallel to production. 

Innovative finished part removal with integrated parts 
washing

Fully automatic turning requires not only an automatic feed of
the bar material, but also an automated removal of the finished
parts. This finished part removal is done by the TRAUB desi-
gners by a particularly innovative method: The Modular
Handling System TRAUB MHS1500 developed in co-operation
with the Esslingen company Festo AG & Co. KG can handle
workpieces of up to a weight of 1500 grams. As shown on the
first figure and illustrated by the installation plan (Fig. 9), the
Modular Handling System MHS1500 is arranged at an angle of
45 degrees diagonally to the main axis of the Swiss type auto-
matic. This diagonal design has two main advantages: Access
to the work area is possible from both sides at any time (Fig.
5). The pallet index table unit is located in front of the machine
slightly offset requiring little space in such a way that it does not
obstruct in any way the technological sequence and the few
manipulations by hand to be carried out, such as changeover,
tool maintenance or maintenance work. 

No specks on the surface

The gripper of the Modular Handling System MHS1500 rea-
ches through a shaft into the work area of the Swiss type auto-
matic, so that the machine area remains closed even when the
finished part is removed automatically and work on the main
spindle can be continued, if required. The finished part transfer
takes place at a defined position to which the counter spindle
moves the finished part. The gripper takes hold of the finished
part in the horizontal machining position (Fig. 6). It then swings
it by 90 degrees into the vertical position and moves it out of
the machine to a blow module in which the finished part is 
cleaned with compressed air, blowing away the water-con-
taining cooling lubricant emulsion (Fig. 7). To do so, the gripper
places the finished part on a mandrel. The finished part is cle-
aned and dried by blowing air against it through adequately
positioned compressed air nozzles and by rotating it. This
quick cleaning and drying immediately following its removal
from the Swiss type automatic avoids any formation of specks
on the surface. After this cleaning by compressed air, the brass
parts are so clean that they can be immediately passed on to
the galvanic gold-plating station. At the same time, the gripper
is also cleaned and dried by this procedure, so that a few
seconds later it can take the clean finished part to the palleti-
zing station and deposit it on the corresponding pre-
programmed pocket in a tool carrier (Fig. 8). 

The pallet gripper that carries out the automatic palletizing
picks up the empty pallets from a provided stack. For picking
up the empty pallets and also for depositing the pallets contai-
ning the finished parts, the pallet gripper has two axes availa-
ble. The gripper moves on the Z2 axis in diagonal direction and
on the X2 axis in vertical direction. Palletizing takes place at
pre-defined height. The gripper finds the correct position in

each case by moving along the Y2 axis while maintaining the
corresponding position on the Z2 axis. To deposit the part, the
gripper moves downward on the X2 axis.

Rationalization gives an enormous advantage in 
productivity

The TRAUB CNC Swiss type automatic TNK36 that produces
fully automatically fits optimally into the production engineering
concept of the Spinner Lauenstein GmbH, according to which
each employee is in charge of five machines that he monitors
and operates. Their use around the clock requires only few
manipulations by hand.  Only the changeover to other parts or
other parts carriers requires a greater effort. Tool changes as a
result of exceeding the tool life are not necessary, owing to the
the manageable lot sizes and the usual production right after
receiving the order. For the production of the surge arrester,
which is currently the most complicated turned part, a sufficient
number of tools, in some cases even replacement tools, are
available in the machine area. 

Fig. 4: Jens Jungnickel, Planning Department, Ralf Schreiner,
TRAUB Regional Sales Director, Hartmut Marwitz, Director of
TRAUB Automation Systems, Bernd Philipp, Plant Manager of
Spinner Lauenstein (from left) 

Fig. 5: Unrestricted
access to the work
area from both
sides



The production engineering solution has given the company an
enormous advantage in productivity thanks to the minimized
production times, as shown by the concrete example of the
surge arrester in just 58 seconds, to which also the savings in
time from the handling, cleaning and palletizing operations that
take in place in parallel to production should be added. “If effi-
cient parts production in the TRAUB CNC Swiss type automa-
tic TNK36 is the heart of the technology put into practice, then
the compressed air cleaning station should be the soul of the
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