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The decision to appoint TDT was said to be taken based on 

the company’s track record of sales, service and support 

that dates back to 1993.

Feeler is a brand of the multi-national Fair Friend Group 

(FFG), which has 83 companies worldwide. A full range 

of Feeler machine tools is available in the UK from TDT, 

including lathes (boxway and linear), vertical CNC lathes, 

vertical machining centres (linear and boxway), five-

axis machining centres, multi-axis mill-turn centres and 

horizontal machining centres.

In his role at Bilfinger, he was responsible for a global staff of 

nearly 10,000 and annual sales in excess of €1.0 billion. Mr. 

von Hollen began his career with Daimler-Benz aerospace 

and held senior management roles at Daimler-Chrysler 

Services, Deutsche Telecom and Pentair. 

“We’re delighted to have Jürgen leading Universal Robots 

through this period of explosive growth,” said Teradyne 

CEO Mark Jagiela. “Jürgen’s experience developing and 

leading global teams serving a broad range of industrial 

and commercial customers is tremendously important as 

we drive the adoption of easy to use, safe, and economical 

Cobots across the globe.” 

Two large scale power supply units have been installed 

to deliver the energy required by the organisation’s new 

Retech Consumable Electrode Casting Furnace.

The furnace is capable of melting the 1000kg of Titanium 

required to make a 500kg casting and has three 

interchangeable bodies, which give it the versatility to 

produce components with a finished weight ranging upwards from 60kg. Closed loop cooling 

systems that prevent the furnace bodies themselves from melting are being installed, along with 

hydraulic and pneumatic systems, which carry out a number of functions, including removing 

air from the furnace and casting chambers – essential when dealing with molten Titanium, 

which reacts violently with oxygen.

A new plant is being installed to make ceramic mould shells up to two metres in diameter and 

2.5 metres long which could weigh more than 2.5 tonnes and will be large enough to produce 

the largest variants of aero engine intercases up to 500kg, and other structural aerospace 

components.

Multi Fan Systems designs, supplies and installs custom 

air movement, filtration and extraction systems for clients 

including the University of Birmingham and Cummins.

Oil mist filters manufacturer Filtermist has expanded its 

service offering in recent years to include the effective 

removal of dust, fume and smoke from industrial 

workplace air.  As well as stand-alone filtration units, 

the company also offers a comprehensive centralised extraction systems service and counts 

high-profile names such as the Jaguar Land Rover Engine Manufacturing Centre amongst its 

customers.

“Filtermist’s UK operation grew by 26% between 2012 and 2015, and the company continues 

to have extremely ambitious targets. Increasing our capability in the bespoke extraction 

solutions market is a fundamental part of our UK growth strategy,” explains Filtermist Managing 

Director James Stansfield. “Combining Multi Fan Systems’ expertise in this field with Filtermist’s 

experience and resources will offer customers an unrivalled partner for all aspects of air filtration 

and extraction.”

The status of preferred supplier for SCHUNK includes 

every plant and business unit of the internationally leading 

technology and service company. 

 

The basis of the appointment as preferred supplier 

was a comprehensive supplier evaluation, where the 

technical competence, the product and logistics quality, 

entrepreneurial potential, price-performance ratio and the 

production concept of SCHUNK were analysed. 

 

As preferred supplier, SCHUNK will be involved at an early 

stage in BOSCH strategies and development projects, and 

thus receives the opportunity to assist them with its know-

how. With this award BOSCH emphasises the intensive 

cooperation of both companies once again. In 2015, 

SCHUNK was previously honored as Preferred Supplier, 

and in 2013, the innovative family-owned company also 

received the BOSCH Global Supplier Award.

The partnership is intended to lay the foundation for the 

two companies to fulfill their shared vision of incorporating 

additive manufacturing into the traditional manufacturing 

workflow, helping it to become a universally recognized 

production practice which can benefit multiple industries, 

including aerospace, automotive, transportation, energy 

and industrial tooling. This announcement also builds on 

Siemens’ recently announced end-to-end solution integrating digital design, simulation and 

data management with conventional and additive manufacturing.

Stratasys and Siemens have been collaborating on multiple projects including the direct 

link from Siemens’ NX™ software for CAD/CAM/CAE to Stratasys’ GrabCAD Print platform 

- enabling a seamless design-to-3D print workflow - and the recently previewed Stratasys 

Robotic Composite 3D Demonstrator that incorporates Siemens’ product lifecycle management 

(PLM) software and its motion control and CNC automation technologies, to produce strong, 

lightweight performance parts.

Overseeing more than 100 development staff in eight 

offices across three continents, he is tasked with ensuring 

each brand’s twice-yearly release delivers large, high 

quality, new features on what he calls “this aggressive 

timescale.”

Working closely with Vero’s Strategic Product Director and 

Brand Managers, he analyses feedback from customers, 

sales channels and applications engineers, to provide 

features the market needs. Becoming part of Vero when 

the company acquired Machining Strategist in 2002, he 

ran the development office in Cambridge before moving to 

the Cheltenham head office three years later. He continued 

to run the Machining Strategist development team and 

also worked closely with the VISI development team until 

2015 when he became Technical and Integration Manager 

for Vero’s CAD/CAM brands – a post he held until his 

appointment as Development Director.

Dawson Shanahan works closely with colleges in the 

local area to provide apprentices with the training and 

skills they need to pursue a fulfilling and successful career 

in the engineering sector. Working alongside experienced 

engineers,  Dawson Shanahan’s apprentices work on 

real projects, lead by senior engineer Ken Toop, who was 

responsible for the development of the training school.

Following the opening of the training school, the company’s apprentices now have access to 

a dedicated classroom to learn about the theoretical side of engineering. Importantly, there is 

also an area featuring different types of machinery. Here, the apprentices can put theory into 

practice and hone their skills in a range of areas.

In addition to the improved training facilities, the extra space will allow Dawson Shanahan to 

increase its intake of apprentices in the future. At present, it has five apprentices in training 

for various National Vocational Qualifications (NVQs), but there is capacity for more and the 

company expects to fill these spaces to meet the growing demand for its apprenticeship 

scheme amongst young people keen to explore a career in engineering.

Vero Appoints Steve Youngs 
As Development Director

He is responsible for managing the ongoing technical 

development of all Vero’s CAD/CAM brands which 

drive CNC machines cutting metal solids.

Mr. von Hollen was most recently the Executive 

President of the Engineering Solutions Division, 

which includes the Automation and Controls 

business of Bilfinger SE, in Mannheim, Germany, 

a leading international Engineering and Services 

company.

New President at Universal Robots

www.verosoftware.com

www.gb.SCHUNK.com

www.tdt-technology.co.ukwww.universal-robots.com

www.stratasys.com  |   www.siemens.com

www.amrc.co.uk

www.filtermist.co.uk

www.dawson-shanahan.co.uk/engineering-apprentice  

BOSCH honors SCHUNK as 
Preferred Supplier  
Robert Bosch GmbH has honored SCHUNK, the 

competence leader for clamping technology and 

gripping systems with the status of ‘Preferred 

Supplier’ in the category ‘Tools’.

Machine tools manufactured under the Feeler brand 

can now be accessed in the UK via newly-appointed 

sole agent, TDT Technology.

TDT appointed as UK 
Feeler agent

Europe’s Biggest Aerospace Castings 
Facility Nears Completion

A new plant capable of producing some of the biggest Titanium aerospace 

castings in the world is nearing completion at AMRC Castings’ facilities on 

the outskirts of Sheffield, England

Stratasys Ltd and Siemens have announced a formal partnership to integrate 

Siemens’ Digital Factory solutions with Stratasys’ additive manufacturing 

solutions.

Stratasys and Siemens Partner to Incorporate 
Additive Manufacturing into Volume Production

Filtermist acquire Multi Fan Systems Limited
Filtermist International has acquired Multi Fan Systems in a move designed 

to strengthen the company’s UK central extraction systems service offering.

Dawson Shanahan, has opened a dedicated apprentice training school at its 

Welshpool-based engineering facility.

Dawson Shanahan Opens Dedicated Engineering 
Apprentice Training School
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Bystronic wants to satisfy their customers’ needs with 

a reliable and robust manufacturing management 

system which has been widely tested worldwide to 

support its excellence in machines and its global sales 

network. Lantek brings its global presence, its software 

engineering expertise, and its unique and powerful 

manufacturing management system, providing an 

ideal match for the manufacturer. Together, Lantek and 

Bystronic will be able to accelerate the pace of key 

developments.

The aim is for the companies to collaborate to develop 

an MES system which will be seamlessly integrated with 

Bystronic‘s machine systems and software, resulting 

in a solution which will excel in cooperating with the 

Bystronic’s systems, raising them to the next level of 

productivity and efficiency.

The collaboration between these two industry leaders 

will help in the realization of the digital factory for both 

Lantek and Bystronic customers. The combining of 

the resources and experience of these two industry 

pioneers in machine tools and software is a critical 

step in driving innovation and making the digital 

factory a reality. Together, Bystronic and Lantek have 

a great legacy and will be instrumental in building the 

most advanced sheet metal production facilities ever 

constructed.

One category of strip and spot lights is intended for 

augmenting the often inadequate lights built into machine 

tools. They are ideal if manual intervention in the machining 

area is frequent, such as for retooling or component 

inspection. Enhanced illumination is also preferable for 

installations with video monitoring.

Another range of lighting concentrates on bench-top use, especially for assisting inspection 

and assembly. Magnifying lenses with ring illumination can also be supplied, complete with 

flexible tube or articulated arm positioning and a mounting base.

Application areas extend well beyond machine shops and quality control departments to 

include, for example, watch repair and assembly of electronic equipment.

Waldmann’s product portfolio includes whole-factory lighting systems as well as warehouse 

and office lighting, which are also available through 1st Machine Tool Accessories.

As a complement to the existing SAHOS line of high 

specification 3 and 5-axis CNC machining centres, the 

addition of the BRAY product line-up will form the core of 

an alignment strategy to develop and maximise market 

penetration in the composite, pattern making, aerospace, 

light alloy machining sectors.
 

The portfolio extension for Asquith Butler is the result of Czech machine tool manufacturer 

SAHOS being brought under the umbrella of BRAY (Blue Ray), which is a wholly owned 

subsidiary of Tool Trade S.R.O, a high-tech group of companies. The synergy will also develop 

opportunities for the company’s fibre laser cutting machines.
 

The re-structuring strategy of Tool Trade S.R.O presents an exciting opportunity for Asquith 

Butler, as the company will now offer the new products from BRAY plus a host of cosmetic and 

design improvements to the existing line of SAHOS CNC machining centres. The BRAY line of 

machines are aimed at the very high-end mould & die, pattern making, aluminium and light alloy 

aerospace sectors; providing the perfect complement to the existing SAHOS brand of flexible 

and highly productive machine tools.

The figure amounts to €2.81 billion (previous year: €2.72 

billion). At €2.79 billion, incoming orders were below the 

previous year’s level (€ 2.82 billion).

“We were unable to repeat the strong sales growth of the 

previous financial year,” summarized Dr. Nicola Leibinger-

Kammüller, Chairwoman of the TRUMPF Managing 

Board, “but in view of the global economic factors, this 

result is very satisfactory for an export-oriented company.” 

In this regard she mentioned the weak economic situation 

in China and Brazil, the sanctions against Russia, and 

also the uncertainty caused by the Brexit referendum, 

which has also affected other countries, for example in 

Eastern Europe.

Among the reasons for its sales increase, the company mentioned the development of some 

regional markets in Western Europe and overseas. TRUMPF achieved double-digit sales 

growth in Spain (+50%). In France too, sales again reached pre-recession levels (+19.6 

percent), while in Germany, sales rose by 5.2 percent to €597 million. In China, the economy 

was slightly less dynamic, so revenues there totaled around €368 million, a decrease of roughly 

0.5 percent compared to the previous year. The USA remained similarly stable (+0.3 percent 

to €370 million).

VERICUT Composite Applications are being used 

by leading manufacturers to program and simulate 

automated fibre placement and tape-laying machinery 

from machine tool builders such as, Electroimpact, 

MTorres, Fives, BA Composites and others. 
 

“With a specific focus on closing the design for manufacturing loop, we’ve added powerful 

new features to help our customers build parts that meet their specifications and run on their 

machines,” said Product Specialist Charles Anderton. “Version 8.0 optimises workflow and 

helps users find the functionality they need with a minimum number of mouse clicks.”
 

Many new features have been added in version 8.0, including enhanced support for AFP/ATL 

hybrid machines, more ways to utilise laser inspection data, display detailed scrap calculations, 

and other vital analysis tools. A complete list of enhancements is available on the cgtech.com 

website.

VISI Brand Manager Massimo Vergerio says CAD 

updates in VISI 2017 R1 are focusing on the user 

experience and adding enhancements to allow 

customers to speed up their design process. 

Examples of these include; Speed improvement to 

the picking process with support for dynamic ‘drag 

& drop’, Dynamic zoom to and from an area on the 

screen by holding down the space bar. Intelligent 

chaining for joining wireframe elements together.

Single right hand mouse click to confirm commands, 

instead of ticking a box with a keystroke.    And for 

CAM, an update to geometry management means 

individual pieces are no longer limited by a specific 

project. “It gives greater freedom in picking the piece, 

obstacle or stock, allowing any combination. This is 

also used for picking faces and face lists, all managed 

in a much more user-friendly interface, and driven 

inside the operation itself.”

The announcement comes as the company has 

already surpassed its previous record annual results 

with final quarter sales figures yet to be recorded.
 

The leading CAM vendor has witnessed a huge 

surge in business throughout 2016 with sales from 

September through to December still to be added 

to the company’s year-end turnover figures. As 

developers of the award winning hyperMILL® CAM 

system, OPEN MIND has seen sales to existing 

customers grow at a healthy rate whilst sales to new 

customers has outstripped expectations and industry 

trends.

Lantek And Bystronic Announce 
An Innovation Partnership

The two companies have entered into a long term 

technology partnership and a strategic global 

alliance whereby Lantek will provide Bystronic with 

manufacturing management software systems and 

consultancy expertise.

www.lanteksms.com

www.visicadcam.com

www.openmind-tech.com

New Sales Agent for Industrial Lighting 
from Germany

The extensive range of industrial lighting products manufactured in 

Germany by Herbert Waldmann GmbH, mainly powered by energy-efficient 

LEDs but alternatively incorporating fluorescent tubes, is now available in 

the UK and Ireland through 1st Machine Tools Accessories, Salisbury, under 

a new agency agreement.

Asquith Butler has now bolstered its machine tool offering with the arrival of 

the new BRAY brand of machine tools.

www.1mta.co.uk

www.asquithbutler.com

www.trumpf.com

www.cgtech.co.uk

BRAY - The New Brand From Asquith Butler

User Experience Top VISI’s 
Latest Enhancements
Significant developments in CAD and CAM 

functionality in the latest release of VISI, from Vero 

Software, give users additional speed and quality 

throughout their design and machining processes.

OPEN MIND Technologies UK is set to post record 

sales and turnover results for 2016.

OPEN MIND Set to Post 
Record Results for 2016

TRUMPF Achieves Sales Growth of 3.4 Percent
At the end of the 2015/16 fiscal year, the TRUMPF Group successfully recorded 

a sales increase of 3.4 percent.

CGTech is now shipping the next major release of VERICUT Composite 

Applications: VERICUT Composite Programming (VCP), VERICUT Composite 

Simulation (VCS) and VERICUT Composite Paths for Engineering (VCPe).

VERICUT Composite Applications Software Version 8
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They are also suitable for architectural panels and 

similar, e.g. for stair panels, partitions, balconies etc.

PPR clamps suit standard 1” square tube without 

drilling and come with, or without, internal vibration 

damping rubber grip pads for plain panels, or with 

locking teeth to suit electro-welded mesh type TEC® 

(max. wire dia. 3mm).

Construction is in tough glass reinforced polyamide with 

flush mounted M5 AISI 304 stainless steel fittings.

This will enable users to specify even more closely and 

to optimise their device design whether for electronic 

devices, chair controls, clipboards, swing-down 

tailgates or other applications. These extra choices will 

enable return hinges, counterbalances, ratchet and 

lever return specifications to more closely meet many 

desired product criteria.

Lee Spring now offer a total of 7 angle sections for their 

torsion springs in all standard ex-stock sizes, both left 

and right hand wound, which also facilitates usage 

in pairs to provide a balanced force at each point, so 

ensuring that the returned piece seats properly. They 

are available in plated music wire and passivated 

stainless steel.

As a result of the event, over £2 million of machine tool 

future investment orders were placed by visitors to the 

Bushey headquarters with some travelling from as far 

away as Scotland and Ireland and internationally from 

Denmark, Sweden, Germany and Portugal. 

Said Sales Director Darren Wilkins: “We have often 

demonstrated how new machine tool technology reduces 

non-cutting time.  However, this was the first time we have 

radically broken new ground in changing the machining 

process and the cutting of material.   It has certainly 

created interest with us taking orders for machines with 

integrated LFV technology due for delivery in January and considerable longer term pre-order 

intent.”

Numerous AMB exhibitors had applied for the innovation 

award but the eight-man jury selected Hainbuch as 

the winner in the tensioning category among the three 

clamping technology finalists.

On winning the award, the judging panel paid tribute to 

Hainbuch and the extraordinary engineering performance 

of the Marbach family business. The Toplus IQ was convincing in all decision-making criteria, 

including the degree of technological innovation, the benefits for industry, the environment and 

society, and profitability. “Innovation is when the customer says ‘wow’. Obviously, we have 

done this with the judges as well, “explains Managing Director Gerhard Rall when picking 

up the award. “In the past, not to put too fine a point on it, we were roughly speaking about 

steel and iron, but today, mechatronics and digitisation play a very important role in product 

development,” says Rall.

With its sophisticated integrated sensor technology on the workpiece, the measurement data 

is passed directly to the machine control via the non-contact data and energy transmission. 

A set-point adjustment is carried out by the control unit and, if necessary, messages for the 

output or even corrections can be initiated.

Previously the firm has operated with a maximum of 

25mm diameter capacity, but recognised the need 

to increase its ability to respond to the customers’ 

specification and unique requirements.

“Our customers are increasingly enquiring about the 

manufacture of larger diameter fasteners.  In a bid to 

adapt to these requests, we have invested considerably 

in the machinery to produce up to 32mm diameter 

fasteners,” explained Technifast Managing Director, 

Louis Speed. 

“Operating in tolerance sensitive and high-specification 

markets, we wanted to ensure we were able to remain 

true to our core values, whilst adopt the flexibility to 

accommodate a more diverse range of our customers 

projects.”

John Brodey, son of founder Bill Brodey and chairman 

of the holding company, led the celebration alongside a 

number of noteworthy individuals from the region. 

The new 120,000 sq. ft. space is more than twice the 

size of the old premises in Beaumont Road, comprising 

approximately 20,000 sq. ft. of office space and 

100,000 sq. ft. for the production facilities.

From the new site, Norbar will continue to produce 

high-quality torque solutions for a variety of global 

markets, including transportation, petrochemical and 

energy generation sectors.

2D CNC Machinery is to stage a multi-axis machining 

Open House at its new technical centre at Hinckley on 29 

and 30 November.

Representations from the 2D CNC Machinery portfolio 

including Mitsui Seiki cells and systems and Reiden 5-axis 

machines will also be available for discussions.  

Over its 30 years of trading, Halbronn has installed over 

5,000 machines throughout Europe.  It has sales of 35m 

Euros with five showrooms in France and operations in 

Belgium and Poland.

While there is an open invitation to all and lunch will be served on both days, to help with 

catering, those wishing to attend should call: 0844 871 8584. The 2D CNC Technical Centre is 

located at Lakeside Court, Tungsten Park, Hinckley, Leicestershire LE10 3BH.

The RhinoRush grade of TaeguTec inserts now 

incorporates this V-Type insert for the high speed turning 

of steel, stainless and hardened steel, gray cast iron, 

aluminium alloys and high temperature alloys. 

The new ML chipbreaker on the V-Type inserts is ground 

for impeccable precision and edge sharpness that 

reduces the cutting forces and the built up edges that 

are commonplace when machining many material types. By reducing the cutting forces and 

the resulting built-up edges, the new RhinoRush V-Type inserts deliver impressive tool life and 

surface finish results. 

The sharp new insert line is a double sided negative type ground insert that provides customers 

with more cutting edges per insert and consequently a better cost-per-insert economy rate.

Furthermore, this sharp-edge design and chip breaking geometry make the new RhinoRush 

V-Type particularly impressive on aluminium alloys and high temperature alloys that demonstrate 

particularly adhesive characteristics.

New Support Clamps For 
Machine Guard Panels

The new PPR series of support clamps from Elesa 

provide a quick and robust mounting method for 

plain panels or wire mesh as an aid to ensuring 

compliance with machine safety requirements such 

as ISO 13857 para 4.2.4.

Standard catalogue company Lee Spring have 

recently announced 3 new variants of their torsion 

spring range with new free angle leg end options of 

120°, 210° and 300°.

New Torsion Springs

www.elesa.com 

www.leespring.co.uk

Technifast Boosts Precision 
Machining Capabilities

Technifast has increased its machining capabilities 

to include the manufacture of 32mm diameter 

precision engineered fasteners.

Norbar Torque Tools, on 21st October, officially 

opened the doors to its new 120,000 sq ft facility on 

Wildmere Road.

www.technifast.co.uk

www.norbar.com

Growing Strong in Banbury

Citizen Takes £2 Million Orders Over 3 Days
Citizen Machinery’s launch of its Low Frequency Vibration (LFV) cutting 

technology plus integrated laser cutting on two of its Citizen CNC sliding 

head turn-mill centres drew almost 300 potential customers and visitors to 

its three-day Open House where 18 machines from the Citizen and Miyano 

fixed head ranges were being demonstrated.

At the AMB exhibition, the newly developed intelligent Toplus IQ forage from 

Hainbuch was awarded the Innovation Award for workpiece clamping.

www.citizenmachinery.co.uk

www.hainbuch.com

Hainbuch Wins MM Award at AMB 2016

2D CNC To Stage Multi-Axis Machining Open House

Presenting its high specification multi-axis machining centres and following 

the recent appointment to represent OKK with its range of 5-axis, vertical and 

horizontal machining centres which followed the setting up of a strategic 

technology alliance with Halbronn Group, the leading distributor of machine 

tools and automation in France.

The popular TaeguTec turning line has now been extended with the arrival of 

the new V-Type turning inserts with an innovative ML chipbreaker design.

Stampede for TaeguTec’s New Rhino Insert Grade

www.2DCNC.co.uk

www.taegutech.com
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Available from T W Ward CNC 

Machinery (Ward CNC), Hartford’s 

exclusive UK and Ireland agent, the 

5BC-X300 has been specifically 

developed and constructed for 

the efficient (high metal removal 

rates) and effective (high accuracy) 

single-set-up machining of a wide 

range of workpieces – especially 

those processed by aerospace-

focused companies and including 

engine components in difficult-to-

machine materials through to larger, aluminium airframe parts.

Two spindle options are available, the HSK100 12,000 revs/min unit as 

standard and the HSK63 15,000 revs/min option, with both offering excellent 

torque characteristics of 325 Nm and 88 Nm, respectively.

The machine can be supplied with beds from three to six metres long and 

2.1 metres wide, offering working envelopes from three to six metres by three 

metres by 1.1 metres, to cover all machining demands. 

In addition, the machine’s rapid traverse rates of up to 16 metres/min are 

complemented by automatic tool storage options up to 60 tools.

Record numbers of attendees were able to witness live cutting 

demonstrations on the company’s recently installed advanced 

CNC machine tools. The cutting trials proved that the use of 

innovative new ISCAR cutting tools and the application of the 

latest metal cutting techniques allowed substantially increased 

feeds and speeds to be used on Titanium Ti6Al, Inconel 718, 

Aluminium and Steel. Also that very impressive time and cost 

savings could be achieved.

Visitors to the event were able to attend a series of  informative 

lectures and to meet ISCAR’s Technical Partners, respected 

specialists involved in subjects including, CADCAM, Workholding, 

Cutting Fluids, Pre-Setting and CMM Metrology.

David Jones, ISCAR UK Sales Manager, enthused, “Although the 

ISCAR Technology Centre has hosted many previous production 

related open houses, our recent COMPLETE SOLUTION event 

was by far the most successful. Record numbers of visitors were 

able to interact with a range of specialist involved in all aspects 

of the machining and production process, from programming, 

though all machining related subjects, to final inspection. 

David Continued “The remarkable time and cost savings that we 

were able to prove by the use of ISCAR’s latest cutting tools, 

across a range of challenging metals, means that our sales 

engineers are now busy supplying quotes and performing in-

house cutting trials for many of the visitors to the event.”

ISCAR UK - ‘COMPLETE’ Success

The staff of ISCAR UK are celebrating the success of the 

company’s COMPLETE SOLUTION Customer Event that was 

recently held at ISCAR’s Birmingham based Technology Centre. 

Highly Efficient Solution
For Aerospace Users

With powerful 12,000 and 15,000 revs/min spindle options, plus 

an innovative swivel-type fork head with +/-240 degrees of C 

axis movement and +/-100 degrees of B axis swivel, the new 

Hartford double-column 5BC-X300 five-axis machining centre 

delivers all the power and versatility demanded by aerospace 

OEMs and their top tier suppliers.

www.wardcnc.com

www.iscar.co.uk

ID News
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But do they compete with or complement each 

other? Damian Hennessey, Director of Proto Labs, 

examines the evidence.

In simple terms, CNC machining is 3D printing 

in reverse. While 3D printing creates objects 

by building up layers in three dimensions, CNC 

machining cuts into them. It’s like the difference 

between making a sculpture out of clay (an additive 

process) and carving it from marble (a subtractive 

process).

Clearly, some items are best produced by just one 

of these processes. But there are many instances 

where they work well together. A good example of 

this is where a 3D-printed object is ‘finished’ by 

CNC machining, perhaps to refine the surface, or 

add holes, grooves or threads.

Playing to different strengths

So when is it wise to keep the two processes 

separate? What does each one do better than 

the other? If you’ve ever used 3D printing, you’ll 

know it’s particularly good for highly specialised 

designs. The way it starts from nothing and adds 

layers means it can create an almost infinite variety 

of outputs, limited only by the printer’s capability. 

Also, it’s a flexible process, so you can switch 

quickly between jobs. And the cost per unit of 

a given item is always the same, regardless of 

quantity. So 3D printing is ideal for producing 

personalised, even unique, objects. No wonder 

it’s becoming increasingly useful in many medical 

and dental applications, where you can use it to 

customise items to fit individual patients.

But this great strength can also be a weakness: 

3D printing can be uneconomical for some large-

scale manufacturing. There’s also a limit on output 

size. While the process is perfect for small, intricate 

items, it currently works to a maximum size close 

to that of a washing machine 

(produced using stereolithograpy 

in certain materials).

This is where CNC machining 

sometimes has the upper 

hand. It can produce 

considerable quantities of 

precision-crafted products 

efficiently, in a variety of 

materials. Parts for commercial 

and industrial equipment and machinery 

are particularly popular applications, especially 

those made from high-density metals. It can also 

be used for smaller batches of products, but 

usually at a higher unit cost.

Joining forces to meet design challenges

So the choice between 3D printing and CNC 

machining can often come down to the size of the 

production run and size of the outputs. But when 

these factors are neither too large nor too small to 

eliminate either process, the technologies can be 

combined to great effect.

And there’s an urgent need to explore and develop 

this combined approach. As manufacturers have 

to meet increasing demands from customers, 

so technology has to develop to keep pace. It’s 

all about producing more effective products and 

services, faster and more efficiently. This is where 

combining 3D printing with CNC machining can 

bring major benefits.

In particular, the two technologies together can 

help meet the tough design challenges today’s 

manufacturers are facing – especially the demand 

for lighter weight components and products, and 

for items with increasingly complex geometries. 

Here’s where 3D printing, combined with CNC 

machining, can achieve more than any other 

process. The flexibility of 3D printing is enhanced 

by the precision of CNC machining to produce ever 

more intricate objects.

And because CNC machining can work as a fine-

tuning add-on to 3D printing, it doesn’t have to be 

confined to larger production runs. At Proto Labs, 

we have the equipment for both 3D printing and 

CNC machining, so we often combine technologies 

to produce prototypes and models, or for medium-

run outputs required for performance testing. This 

dual approach is also ideally suited to making 

replacement parts for obsolete products.

The trick is to recognise the distinctive value of 

each technology, and apply them to design and 

production processes in the most appropriate 

way. Through the cycle of prototyping, testing and 

manufacturing, 3D printing and CNC machining 

can be used individually at different points or in 

combination. Working with a supplier that has both 

technologies under one roof means you can move 

more nimbly between them. The result? You make 

the most of both processes to meet the demands 

of today’s fast-changing markets.

CNC Machining And 3D Printing  - Friends Or Foes?
CNC machining and 3D printing are two technologies making a 
big impact in many industries.

www.protolabs.co.uk
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With manufacturing facilities in Bristol and 

Swindon, Dynamatic Oldland Aerospace is 

part of Dynamatic Technologies Limited, an 

Indian company supplying precision engineering 

services to the global aerospace, automotive 

and hydraulic industries. Originally established 

in the 1970s in Bangalore, the company’s initial 

successful growth was organic until in 2007 when 

it acquired Sauer Danfoss to provide support for its 

growing customer base. This was followed by the 

acquisition of Bristol-based Oldland CNC in 2008 

and Eisenwerk Erla GmbH in 2011. 

Continued success in the aerospace industry has 

come from leveraging the best of knowledge, skills 

and market conditions from each of its locations. 

As Managing Director, James Tucker, explains: 

“Essentially, where we have a company in the UK 

or mainland Europe a sister company operates in 

India. The businesses are linked and work closely 

together. For the aerospace division it allows the 

entire high precision complex machining operations 

to be carried out in the UK and the more labour 

intensive assembly work to be completed in India.”

Dynamatic Aerospace has become a tier one 

supplier for Airbus, Boeing, Bell Helicopter and 

has long-term business agreements as a tier two 

supplier supporting many established tier one 

suppliers within aerospace detail manufacturing 

sector. In fact, within the seven-year period since 

being part of the Dynamatic Group, Dynamatic 

Oldland Aerospace (UK) has more than doubled 

its size.

Following this successful growth, the company 

has expanded into a second manufacturing site. 

The original site located in Bristol is 23,000 ft2 

however the new facility in Swindon has 160,000 

ft2 of capacity. Additionally, Dynamatic-Oldland 

Aerospace has also recently completed a purpose-

built 10,000 ft2 extension to house a new DMG 

Mori DMC 340U RS4 Giga Milling Centre, currently 

the largest 6-axis machining centre in the UK.

The Swindon facility is where the company’s most 

advanced automation system in located. Installed 

and commission in the first quarter of 2016, it 

comprises five Hermle 5-axis CNC machining 

centres, with 200 pallets and is 30 meters in length.

Installed by REM and Erowa Systems, the FMS line 

has three loading stations ranging in component 

size from 200 mm2 to 1300 mm long. It has 

been configured to efficiently support five Hermle 

machines; four C42 Dynamic machines and a 

larger C52 Dynamic machining centre.

James Tucker says: “As the single source supplier 

for Flat Track Beams on the Airbus A320 and now 

A330 series aircraft, we have a commitment to the 

customers to provide a first class service. Using 

this technology combined with our long history 

of aeronautical manufacturing and assembly, we 

have uniquely positioned our company to grow and 

deliver to our customers’ expectations. This truly 

demonstrates Dynamatic’s commitment to provide 

a global service within the aerospace sector.”

Efficiency is key to Dynamatic Oldland Aerospace’s 

growth as new projects such as the Airbus A330 

platform will go through a FAIR process (First Article 

Inspection Report). September 2016 will see the 

first component part deliveries into India. These 

details will be assembled into Flap Track Beam 

structures and the same ethos of the FAIR process 

will be applied, therefore the detail manufacturing 

in the UK and assembly in India become an overall 

aligned process. 

As well as civil aircraft programmes the company 

also supports defence aircraft with a contract 

to supply complete rear load ramps for the new 

Boeing CH-47 Chinook dual rotor helicopters. 

Ordered by the US Army the project will run until 

2019.

James Tucker explains: “Our engineering skills 

have been gained from Oldland CNC, originally 

established in 1971 as a fixture manufacturing 

company that expanded into aerospace in 1975 

manufacturing after-market spares and repairs 

items. Oldland CNC has an exceptional reputation 

within the aerospace market, and all this knowledge 

has been harvested in supporting our 

business requirements and challenges we 

all face today.”

A significant amount of engineering time 

was invested in the Erowa cell before it was 

installed, such as cutting tool optimisation and 

rationalising, NC program verification and data 

transfer, fixturing systems and scheduling. James 

Tucker adds: “The Erowa scheduling software is 

very intuitive and we have set it up to communicate 

with our ERP system such that parts are produced 

by priority. It also provides real-time data about the 

time required to produce the part, which is key to 

optimising production planning and control.  

“The robot cell knows the location of the pallet-

loaded raw material required and the tooling 

software checks that all the cutting tools needed 

to finish the part are both present and have the 

tool life remaining to finish the machining cycle. 

Any issues are immediately flagged up and can 

be quickly addressed by the operator or by the 

engineering team.” 

As well as providing flexible and efficient production 

services, the Erowa cell also supports new product 

introduction. Any one of the machine tools can be 

‘blocked out’ from production so the company’s 

engineers can trial machine components to 

optimise the process before these are added to 

the growing list of live parts.

James Tucker concludes: “We are trying to 

eliminate human error and achieve scrap rates of 

zero, which is why we aim to finish the part within 

the cell. We have removed the need for hand-

operated deburring by adding a deburring cycle 

to the machines. Consistency and efficiency will 

secure our future within the aerospace industry, 

and investment in advanced systems such as the 

Erowa Dynamic robot cell provides the foundation 

for these goals.”

Erowa Automation Partners Dynamatic For Setting The

Longest Robotic Cell In Aerospace
An Erowa robot pallet cell, supplied by REM Systems, is supporting Dynamatic Oldland 

Aerospace’s drive to secure its position as a key supplier to the aerospace sector. Here, the 

flexibility and efficiency of the manufacturing cell is helping the company consistently produce 

complex 5-axis machined components on time and to precise specifications. 

www.remsystems.co.uk
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Using original 1938 drawings, the company worked 

with the Jet Age Museum to additively manufacture 

(3D print) four sets of unusual cockpit brackets for 

a Hawker Typhoon aircraft, built almost exclusively 

in the UK city during the 1940s.   

Using original drawings from 1938, Renishaw’s 

engineers modelled each bracket from scratch 

using a computer-aided design (CAD) system. After 

prototyping in plastic polycarbonate, the company 

produced the final parts using a Renishaw AM250 

additive manufacturing machine, which like the 

original brackets were recreated in an aluminium 

alloy.  

“Reconstructing the brackets with traditional 

manufacturing technologies such as CNC 

machining was not feasible, so we suggested 

using additive manufacturing,” explained Joshua 

Whitmore, Development Technician at Renishaw. 

“The design flexibility of additive manufacturing 

allowed us to create and produce the cockpit 

brackets quickly and efficiently. It was inspiring to 

see the latest additive manufacturing technology 

being used to recreate a part of history.”

The Jet Age Museum rescued the Typhoon from a 

scrap yard in the early 90s and has been working 

on the restoration project of returning the aircraft to 

its original home ever since. 

“There are currently no working Hawker Typhoons 

in existence and complete aircrafts are extremely 

rare,” explained Trevor Davies, Typhoon Sponsor 

Coordinator for the Jet Age Museum.

“Renishaw has helped to bring a rare piece of 

heritage back to the area. We cannot put a price 

on what the company has done for the Typhoon, 

the museum and the local community. The aircraft 

will stand as inspiration to younger generations in 

the area for years to come.”

Based less than 30 miles south of the Jet Age 

Museum, Renishaw hand delivered the finished 

brackets in May, 2016. This was just in time for 

the Cool Aeronautics show, during which the 

engineering company collaborated with the Jet 

Age Museum to show off the parts and highlight 

the benefits of additive manufacturing to the public.

“We can’t put a price on what Renishaw has done 

for the Typhoon, the Jet Age Museum and the local 

community,” beams Davies. “We would not have 

been able to reproduce these brackets without 

additive manufacturing technology — the parts 

are too unconventional, a little bit like the Typhoon 

itself. By combining the old and new, Renishaw 

has helped keep a project started in 1998 alive and 

well and has brought one of Britain’s iconic fighter 

aircraft back home. “We regularly hold school talks 

at the museum, showcasing the aircraft and its 

importance to local heritage.

With a part of the plane reproduced in such an 

innovative fashion, we hope to encourage future 

generations to take an interest in engineering and 

aeronautics. Additive manufacturing is now a very 

real part of the Typhoon’s illustrious history.”

By taking an additive manufacturing approach 

to the cockpit brackets, Renishaw succeeded 

in producing the part to the 1938 engineering 

drawings, in the original material.

UK-based Renishaw is a world leading engineering 

technologies company, supplying products used 

for applications as diverse as jet engine and wind 

turbine manufacture, through to dentistry and brain 

surgery. It has over 4,000 employees located in the 

35 countries where it has wholly owned subsidiary 

operations.

Additive Manufacturing Expertise
Revives Hawker Typhoon

Global engineering technologies company Renishaw has helped 

bring a national treasure back to Gloucester.

www.renishaw.com
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As a result, it has the security and control over 

areas of quality and margins against the challenging 

factors that face subcontractors such as when a 

customer dictates through an enthusiastic buyer, 

meeting the challenge of cost-down demands 

and last minute variance in orders or new delivery 

deadlines.

Said Managing Director Owen Philips: “My father 

Andy built up a very successful precision machining 

subcontract business supplying customers in 

autosport, local aerospace and paint spraying 

equipment.   But it was in 1991 that opportunity 

knocked on his door that set the change in motion 

for us to become an OEM and to design, develop 

and put into production our own fuel valve selector 

for light aircraft.”

Today the company, no longer under the pressures 

of subcontract manufacture and employing 10 

people in a 3,600 ft2 facility in Havant, is producing 

some 600 different components for its own range 

of pumps, fuel selectors, gascolators, check 

valves, filters and accessories.  It has invested over 

£400,000 in the last 18 months in new equipment 

including the latest Miyano ABX-64SYY2 multi-axis 

turn-mill centre from Citizen.

The transformation came about from Andy Philips’ 

passion to build his own Vans RV6 sports aircraft 

(he is currently on his third project) and when the 

four large crates arrived from the America, his 

engineering breeding and keen machinist’s eye 

was drawn to the design and immediate apparent 

level of quality being applied to a particular and 

very critical inflight fuel selector valve.  

Over the next two years any spare time from 

machining was spent designing, then producing 

prototypes in his machine shop.  Ready for launch 

in 1994, he set off to an airshow in America taking 

a chance with a suitcase of valves to try and set up 

a distributor network and successfully explaining to 

US immigration they were: ‘Just a few samples’.

Having a fairly warm reception as a Brit selling at 

the US show, on arriving back in the UK some 50 

plus order faxes introduced a totally new era to 

his family life requiring his subcontract operation 

to support the initial launch.  As a result the 

subsequent growth of Andair, now run by son 

Owen, has spawned a range of products that has 

created a host of customers worldwide including 

highly respected names in the world of sports, 

classic, amateur and commercial light aircraft.

As demand grew, in 2005 the need for reliability, 

precision and accuracy led father and son to buy 

their first Miyano BND-42S5 for its production 

turning followed by a second identical machine 

the next year.  Both significantly helped set the 

company’s future strategy of ‘produce in-house’ 

which applies to everything except specialist items 

such as magnets and stators and lower cost 

standard fixings.  This internal working concept 

also led to investment in a series of machining 

centres. 

In the meantime Owen, using his experience of 

Brunel University, was setting about designing from 

a blank sheet of paper a new concept in pressure 

relief valves for light aircraft which have duplex 

chambers able to aid economy by recirculating any 

unburnt fuel back to tank.  This was followed by his 

own concept of a brushless motor design in 2007 

and both product lines were developed totally 

around the turning capability of the BND machines. 

With several larger capacity versions of a high 

pressure fuel boost pump able to feed up to 60 

gallons per hour at 60 psi now on the drawing 

board, Owen ordered a further Miyano in 2014, this 

time a BND-51SY2 to give a greater 50 mm bar 

capacity for his new project which was followed in 

December 2015 with a high specification Miyano 

ABX-64SYY2.  

He said: “The ABX machine has taken us into 

a different production world giving us all the 

advantages of single operation machining cycles. 

Having nine axes and the added flexibility of two 

spindles and twin, 12-station all-driven turrets each 

with Y-axis cross feed, it is absolutely ideal for our 

needs.”

Within six months of installation, 30 different 

key components have been programmed and 

machined with another 70 or so on the stocks that 

will benefit from the machine’s capability against 

existing methods.  As an example, a valve body 

that was previously machined in two operations on 

the two spindle, 6-axis, single turret BND-51SY2 

in eight minutes, this is now machined complete 

in one cycle in under 4.5 mins on the ABX with 

all the added advantages of the insurance of 

maintaining geometrical relationships between 

different features. 

Owen Philips explains: “All our parts are machined 

out of L168 aluminium which has a high mechanical 

strength and is free machining.  

We generally work to 0.01 

mm tolerances on important 

features and surface finish has to be visually 

excellent.  As the machine has proven to maintain 

the level of precision we demand, we run batches 

between 60 and 350 parts and we can set during 

the day and leave the machine to run overnight on 

bar fed components.”

Amongst the operations performed on a very 

complex bypass housing produced direct from 

bar, this 42 mm diameter by 31 mm long housing, 

is faced and the OD turned along with a 30 mm 

dia spigot.  A flat-bottom bore 27 mm dia by 15 

mm deep is then interpolated.  Five holes 3.1 mm 

are drilled and two holes drilled and roll-tapped 

M3 x 8mm deep on a pitch circle.  An internal 

form is then milled using the Y-axis and a flat 

with radius blended edges is milled across the 

outside dia which is then bored 8 mm through and 

counterbored to 10 mm dia.  Two fixing holes are 

drilled 5.5 mm deep and two grooves 5 mm and 

1.8 mm wide are formed between the OD and the 

spigot.

The part is then picked-up with the secondary 

spindle.  It is faced and a form, slot-drilled in the 

bore. A special kidney shaped slot is then milled 

to an included centreline angle of 84 deg in the 

bottom of the bore and three holes 8 mm dia drilled 

by 25 mm deep to partially break into the 5 mm 

pre-machined groove in the outside dia.  A further 

hole 1.5 mm dia is drilled 3 mm deep from the face. 

The part is then deburred in cycle.

The fixed headstock Miyano ABX-64SYY2 is able 

to use both turrets to simultaneously machine at 

the 15 kW, 4,000 revs/min main and secondary 

7.5 kW, 5,000 revs/min spindles.  The machine 

has two 12-station, 3-axis upper and lower turrets 

with Y-axis cross feeds.  Each driven tool position 

has 4.5 kW with 40 Nm of torque available and top 

speed of 6,000 revs/min.  Drill sizes up to 20 mm 

dia can be accommodated.

Andair Flies Into World Market
Production With Aerospace Developed Products

The dream and ambition of many subcontract machinist firms has 

been realised by Andair in developing its own product.

www.citizenmachinery.co.uk 

www.andair.co.uk
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The machine has been set to work producing press 

tools for lighting assembly brackets and other parts 

used on automotive trailers.

Lynar Manufacturing is a 10-employee, family-

run business with a turnover in the region of 

£1.8 million. The company specialises in metal 

pressings, sheet metal assembly and finishing 

operations, predominantly for brackets and metal 

parts used in lighting circuits found on automotive 

trailers, everything from large articulated lorries 

down to 7.5 tonne trucks. Established for over 40 

years, Lynar says it was one of the first companies 

in the UK to introduce wire eroding technology, and 

it continues to be recognised as a specialist in the 

field.

“Our wire erosion facilities enable us to carry out 

high precision, non-contact cutting of any metal 

shape, working with thicknesses ranging from 

250mm down to 0.05mm,” explains Sean Murrells, 

Tool and Design Manager at Lynar Manufacturing. 

“The flexibility and accuracy of this process also 

means that we can produce items to the most 

challenging client specifications, quickly, efficiently 

and on time.”

With this in mind, Lynar implements a regular 

programme of investment in the latest wire erosion 

technologies. As one wire EDM nears the end 

of its useful life, a new replacement arrives. This 

was evidenced recently with the acquisition of the 

Sodick VL600Q.

“To produce our pressed parts we also manufacture 

the tooling, hence the need to wire erode dies and 

punches,” says Mr Murrells. “One of our older wire 

EDMs had become unviable economically in terms 

of repairs and spare parts, so we researched the 

market for a suitable replacement. Having looked 

at a range of different machines, we opted for the 

Sodick VL600Q based on its impressive price-

to-performance ratio. For the money, we simply 

couldn’t find anything else able to offer the same 

capabilities.”

The Sodick VL series is an economical line 

of performance wire EDMs with linear motor 

technology that builds on the technologies of the 

VZ and SL series.  The medium sized VL600Q 

is well-suited to a wide range of machining 

applications with its 600 x 400 x 270mm of travel 

in the X, Y and Z axes respectively, as well as 80 x 

80 mm in the U and V axes.

“Installed in November 2015, the machine offers a 

five times larger bed that is allowing us to produce 

bigger products or manufacture multiple smaller 

components on a single working platform,” says 

Mr Murrells. “As a result, we can handle a more 

diverse range of projects, while making the process 

more efficient and cost effective.”

Some parts produced at Lynar are up to 0.5 metres 

in length, while others are very small. In all cases, the 

Sodick VL600Q must offer micron level precision. 

When used for the commercial manufacture of 

punches and dies from tool steel, the machine 

typically cuts to within 10 µm. However, in test 

cutting under controlled conditions, this can be as 

good as 2 µm.

“We produce some highly complex tools, but we 

simply program on CAD and transfer the file to 

the Sodick VL600Q using a USB stick,” says Mr 

Murrells. “Among the major benefits of the new 

machine is that it is at least twice as quick as the 

model it replaced, and it uses far less wire.”

Along with new press tools, the Sodick VL600Q is 

also being used to manufacture replacement tool 

inserts as part of refurbishment projects. Maximum 

work tank dimensions are 1040 x 780mm, 

while workpieces up to 850kg in weight can be 

accommodated.

“We were probably spending around £5000 every 

quarter on repairing our previous wire EDM, which 

is a sum we are now saving,” states Mr Murrells. 

“In addition to the increased cutting speed and 

reduced consumables costs, I wouldn’t mind 

estimating that the machine has already paid for 

itself.”

EDM Doubles 
Cutting Speeds At Lynar

Harlow-based Lynar Manufacturing has replaced an ageing wire eroding machine with a new Sodick 
VL600Q from Sodi-Tech EDM, a move that has seen the company double its cutting speed, while 
simultaneously reducing wire consumption.

www.sodi-techedm.co.uk
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To make certain that the most efficient, cost-

effective cutting tools are designed and made 

available to every major industrial sector, ISCAR’s 

industry specific managers remain in constant 

communication with all of the major companies 

involved in each industry and act as a ‘bridge’ 

between each major industry and ISCAR’s R&D 

team. This constant liaison allows ISCAR to 

remain aware of all relevant industry trends, in 

addition, advancements in machine tool and in 

developments in material are also constantly 

monitored. 

Continuous high level communication and 

cooperation between ISCAR’s relevant Industry 

Managers and global sectors such as the 

automotive, medical and tool and mould industries 

has resulted in the development of a multitude of 

advanced cutting tools. These industry specific 

products have enabled substantial efficiencies 

to be achieved in each of these global, major 

industrial sectors. 

Given the scale and highly visible characteristics 

of machine tools it is relatively easy for engineers 

to appreciate the continuous technical progress 

made in this field. In contrast, the smaller size 

and less visible technical advancements that are 

constantly being made to ISCAR’s cutting tools are 

less apparent. 

Increasingly, global scientific breakthroughs are 

being measured in the sub-micron or nano-scale, 

or as with Graphene the new wonder material, at 

the atomic level.  As with the progress made in 

many aspects of material science, many of the 

developments within the field cutting tools takes 

place on a minute, less noticeable scale. For 

instance, the substrate of Iscar’s carbide inserts is 

measured in sub-microns, whilst progress in Iscar’s 

advanced coatings take place at the molecular 

level. Add to the above the continuous, yet not 

immediately apparent advancements made in 

the critical area of ISCAR’s advanced cutting tool 

geometries.

Typical of the progress that has resulted from the 

important work undertaken by ISCAR’s industry 

specific managers are the many advancement 

made possible by the efforts of ISCAR’s Aerospace 

Industry Manager and ISCAR’s prolific Research 

and Development team. Constant liaison with 

companies involved in all aspects of Aerospace 

manufacturing has enabled the communication 

of continuously evolving cutting tool needs to 

ISCAR’s R&D department. This collaboration has 

supported the development and launch of a wide 

range of high-quality ISCAR cutting tools that have 

boosted productivity across all global aerospace 

machining activities and helped to ensure the 

highest standards of product quality.

A range of industry forecasts predict that the 

demand for both commercial and military 

aerospace products will substantially increase 

throughout the long term. To help satisfy its current 

and anticipated requirements, the aerospace 

industry is constantly searching for increases in 

Productivity, Performance and Profitability (PPP). 

The aerospace industry’s pursuit of PPP, allied to the 

technical requirements of the current metals being 

used, and on-going machine tool advancements, 

have prompted the development of a wide range 

of ISCAR cutting-tools featuring unique carbide 

grades and innovative new geometries. These 

long lasting, highly efficient tools are specifically 

designed for machining tough and hard steels, 

high temperatures alloys, and titanium, and have 

become a key element in manufacturers achieving 

considerably reduced Costs Per Unit (CsPU).

The aerospace industry is managed under the 

AS100 standard with very strict QA rules. As 

FAI (First Article Inspection) is carried-out, it is 

forbidden to create uncontrolled changes to the 

production process. It can be considered that 

the processes and technologies are ‘sealed’ and 

that any further changes involve a complicated 

approval procedure. Therefore, the demand in the 

aerospace industry is to produce parts which are 

100 % perfect from the beginning. This requires 

the highest levels of attention given to engineering 

and technology (suitable tool technology and CNC 

programs with the most efficient tool paths, etc.) to 

ensure that each manufacturing process is correct 

from the beginning of the production run.

Given the speed of progress within the cutting tool 

industry, and in order to consistently achieve the 

best possible process outcomes, manufacturers 

must continually update their knowledge relating 

to the most appropriate tools for each machining 

operation. Therefore, engineers and technologists 

require close professional support from the tool 

manufacturers, with specific experience related to 

the performance of their tools.

Today’s CNC controls, with their ability to control 

very fast feeds, result in the use of High Speed 

Machining (HSM) methods that use tools with an 

increased maximum number of flutes. It also results 

in milling with a small width of cut and short contact 

time during the cut. This contributes to reducing 

generated heat and to increasing the cutting edge 

life when machining the tough materials that are 

very common in the aerospace industry. The 

results of extreme table feeds to achieve high Metal 

Removal Rate (MRR), with the advantage of less 

generated heat due to small contact time, enable 

the ability to achieve more PPP.  

The impressive improvement in coolant efficiency 

brought about by the delivery of coolant directly 

to the cutting edge at much higher pressure, 

(HPC) enables the increase of cutting parameters. 

This progressive method results in a substantial 

reduction in heat at the cutting zone and can enable 

the doubling of cutting speeds; as a consequence 

increased PPP is achieved.

The constant demand for improved efficiencies and 

cost savings within areas such as the aerospace 

manufacturing sector has prompted the design of 

cutting tools with an increased number of cutting 

edges per insert. ISCAR’s standard double-sided 

inserts with double cutting edges are available as 

standard — rhombus, square, round, FF style (Fast 

Feed), hexagonal and octagonal (up to 16 cutting 

edges in one insert) — in all insert size ranges.

Milling aluminium parts with high spindle speed up 

to 33,000 rpm, with high spindle power above 100 

kW and fast controls enable the increase of MRR 

for milling aluminium. Tools should be designed to 

perform at these extreme conditions. For example, 

the Helialu designated HSM90S line includes 900 

milling cutters for milling aluminium at very high 

rotational spindle speeds. 

Now in its 40th year in the U.K., ISCAR has 

successfully developed a major presence within 

the aerospace manufacturing industry by helping 

customers improve their productivity through the 

application of innovative leading edge technologies 

and unique cutting tools.

ISCAR’s impressive, purpose- built headquarters 

is conveniently located in the South West outskirts 

of Birmingham close to the motorway network. 

From here, all sales and administration functions 

are coordinated. In the field, a team of over 50 

engineers and a substantial coverage of distribution 

outlets provide on the spot support to customers.

Training needs are satisfied at a dedicated state-of-

the-art Training and Seminar Centre. Here, a 90 seat 

auditorium, 450m2 showroom and demonstration 

unit housing 4 CNC machines is used to provide 

top quality courses in the application of new cutting 

tool technologies.

ISCAR give Aerospace Manufacturing 

The Cutting-Edge
As each individual industrial sector has its own particular needs and peculiarities, rather than 

adopting a ‘one size fits all’ strategy when serving its worldwide customer base, ISCAR ensures 

that the unique requirements of all distinct major industries are satisfied.

www.iscar.co.uk

IDFront Cover Story
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Sawing

For producing and re-sharpening saw blades, 

Kinkelder has a fleet of more than 20 sharpening 

machines from Vollmer. Among the most recent 

acquisitions are the Vollmer CHD, CHF and CM 

sharpening machines. 

 

“We run our own research department and do 

everything possible to perfect our circular saws, 

starting with choosing the basic body and tipping 

the teeth, right through to the rotation of the blade. 

Even now we manufacture one hundred thousand 

saw blades a year, 90% of which are sold abroad,” 

says Erwin Hissink, Managing Director of the 

Kinkelder Group. 

 

The family-run company that was founded by 

Pieter de Kinkelder in 1945 now has over 350 

employees working at 14 subsidiaries in eight 

countries to generate an annual turnover of over 

€50million Euros. With such figures, Kinkelder is 

one of the largest saw manufacturers in the world 

with manufacturing sites in Germany, the USA and 

the Czech Republic.

 

“By working closely alongside our customers, 

we are able to analyse sawing processes and 

implement the ideal conditions for the process, 

such as material and machine requirements. 

This puts us in a position where we can lower 

our customers’ production costs and improve 

production itself,” adds Hissink.

 

Most of Kinkelder’s customers cut steel or iron 

and are primarily involved in the automotive and 

oil and gas industries. The company’s in-house 

development department is constantly researching 

new sawing technology and collaborating with 

international institutes and universities. Kinkelder is 

always on the lookout for the best partners from 

across the world to develop their circular saw 

blades – at both the research and the production 

stages. This is why, over 30 years ago, Kinkelder 

turned to the technology manufactured by 

Swabian sharpening specialists Vollmer. Today, the 

Dutch company has a fleet of more than 20 Vollmer 

sharpening machines. These include the latest 

CHD, CHF and CM models that allow carbide-

tipped circular saw blades to be sharpened with 

precision. Additionally, the Vollmer machines 

enable the saws to be finish machined in a single 

process without the blades having to be clamped 

in more than one position. 

 

Thanks to its eight CNC-controlled axes, the CHD 

sharpening machine can machine a variety of 

circular saw blades by processing both the face and 

top of the teeth. The entire grinding unit is robustly 

mounted on a central main structure and takes up 

very little space. This monobloc design enables 

the sharpening process to run extremely smoothly, 

allowing Kinkelder to achieve exceptionally high 

precision. The CHF sharpening machine has seven 

CNC-controlled axes and measuring equipment for 

peripheral grinding on both sides. Kinkelder utilises 

these machines around the clock in combination 

with an ND handling system and appropriate 

loading carriage for automatic tipping.

Kinkelder Sharpens
Circular Saws

Dutch company Kinkelder has made a name for itself on the global arena with 

its carbide-tipped circular saw blades, high-speed steel circular saw blades and 

segmental circular saw blades. 

A new range of swing-frame, pivoting-bow bandsaws for use 

in workshops has been launched by the German manufacturer, 

KASTO, and is available in the UK and Ireland through the 

company’s Milton Keynes subsidiary. 

www.vollmer-group.com

www.kasto.com

As a large percentage 

of the parts used in the 

manufacture of the various 

models are identical, the 

saws are offered at attractive 

prices.

Called KASTOmicut, the 

versatile machines are 

designed for high accuracy 

cutting to length and mitre 

cutting of tubes, sections 

and solid materials. Four 

model variants are available: 

manual (P 2.6), manual 

clamping with hydraulic downfeed (E 2.6), hydraulically actuated clamping and 

downfeed (U 2.6), and fully automatic (A 2.6) with ballscrew-driven material 

feed, carbide blade guides and an optional chip conveyor. 

The saws supersede six machine models in the KASTOpractical and 

KASTOfunctional series, compared with which they have higher power motors 

and greater band tension, allowing a 50 per cent increase in cutting force. 

Feed rate is constant throughout, avoiding lost productivity due to the blade 

slowing towards the centre of the cut. Blade speed is infinitely variable from 

20 to 120 m/min, allowing a range of different materials to be processed cost-

effectively.

KASTOmicut saws have a cutting range of 260 mm for rounds and 310 x 260 

mm for flat stock. Mitre cuts are possible at continuously adjustable angles 

from -45 to +60 degrees. A torsionally rigid, vibration-damped, cast iron 

frame provides support for the saw blade, ensuring top cutting quality, even in 

difficult-to-cut materials. Many different accessories are available including a 

rotary table to support the material. 

Shortest cut length is 6 mm, with a residual length of 15 mm for manually cut 

pieces or 40 mm in automatic operation, so users can make maximum use of 

their material. Cutting accuracy is 0.1 mm per 100 mm of height.

New Range Of Versatile Saws 

For The Workshop
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IDSupplier Focus

The success of this unit led to demand from fellow 

classic car enthusiasts and a focus on quality and 

service then took the business forward. Then, 

with the growth in low-cost imports from China, 

this business struggled to be competitive, so a 

change of direction was called upon and with it a 

range of starter motors, alternators, and Dynators 

(alternators that look like original dynamos) that is 

now the mainstay of the business was created.

“We knew the writing was on the wall for the original 

remanufacturing business  eleven years ago,” says 

Richard’s son Luke “It was labour intensive and not 

cost-competitive against the imports from China, 

so the decision was taken to concentrate efforts 

on development of our own products.” Eleven 

years on, WOS Performance (WOSP) has seen 

business grow by 30 per cent, year-on-year, with 

2016 looking to push that growth even further, 

with the first six months showing a 40 per cent 

increase. This impressive rate of growth brought 

with it certain challenges in terms of manufacturing, 

stock control and, 

ultimately, cashflow. Not only that but the WOSP 

product range has increased from a single product, 

with sales of 20/30 units per month to well over 

a 1000 variants, with production rising to over 

1000 units per month, with customers all over the 

world.  Applications for its products range from 

starter motors for 100 year old cars that originally 

required a starting handle, through classic road 

cars that require upgraded power supplies to cope 

with modern traffic and around 40 per cent of its 

products are designed for use in modern OEM 

vehicles produced by Aston Martin, Renault Sport, 

Dallara, Cosworth, McLaren and Jaguar among 

others.   

Faced with this growth rate, decisions 

had to be taken about how its products 

were manufactured. A reliance on subcontract and 

limited in-house manual machining was seen as 

a key area for change and investment plans were 

drawn up. “Up to 12 months ago we had limited 

manual turning and milling capacity and, as our 

products became more involved, we found we 

were spending many hours making parts that we 

should be able to make quicker. While the initial 

solution to use sub-contract helped it brought its 

own problems mainly surrounding the relatively low 

batch volumes that we have,” says Luke Wos. “To 

achieve a competitive price per part we had to over 

order from our supplier, this stock would then sit on 

the shelf for some time.”

With this impact on cashflow further changes were 

called for and the decision was taken just over 12 

months ago to upgrade its in-house machining 

capacity. This initially involved the purchase of 

an XYZ SMX 2500 bed mill with the ProtoTRAK 

control system. With a table size of 1245 x 228 

mm and capacity to machine parts up to 600kg, 

it would be capable of machining any parts in 

the WOSP inventory. The decision to go with 

the  SMX 2500, was influenced by the three axis 

control and standard power drawbar. This was 

a major step up for WOSP as, while engineering 

runs through the business, none of its employees 

are trained machinists. For example James Colver, 

who now overseas all machining at WOSP is a 

qualified welder/fabricator by trade. This made the 

ease of use of the ProtoTRAK control even more 

vital, making training an important element in the 

purchase decision. “When we took delivery of the 

XYZ SMX 2500 we took one day of training, before 

that we didn’t even know how to switch it on,” 

says Luke Wos. “Within a very short space of time 

we were machining anything we wanted to on the 

machine, if we got stuck we always had XYZ at the 

end of the phone for back up.”

Having quickly familiarised themselves with the 

ProtoTRAK control, and with the machine operating 

90 hours a week, Luke and James took a second 

day of training in order to hone their programming 

skills and maximise the potential of the mill and 

improve productivity.  The decision to begin the 

investment in in-house 

machining quickly started to 

pay off with 95 per cent of 

milled work is now undertaken 

in-house, and batch sizes 

can now be as low as one-off 

resulting in stock levels being 

reduced. On top of that the 

machine is available for vital R&D 

work whenever it is required with 

the ability to produce prototypes quickly and cost-

effectively. When the initial order was placed, Luke 

Wos had in mind a payback time for the SMX 2500 

of three years. With the productivity gains and cost 

savings that have been realised this has now been 

reduced to two years. 

With the success of the XYZ SMX 2500 bed mill, 

attention then focused on the turning section. 

While the manual lathes at WOSP were always 

kept busy, less of that work was put out to sub-

contract, but it was still tying up two employees. 

Having already experienced the simplicity of 

the ProtoTRAK control it was an obvious choice 

to look at XYZ’s SLX range of lathes, with the 

ProTurn SLX 355 being the machine of choice. The 

ProtoTRAK SLX control, like its sister SMX control, 

makes the machining of complex shapes and 

forms straightforward, so once the lathe arrived 

WOSP chose to have just a half day of training, 

just to familiarise themselves with the specifics of 

a turning-based control system. After lunch they 

were back on the shopfloor producing parts. “The 

choice of the SLX lathe didn’t daunt us because 

we knew how easy it would be,” says Luke Wos. 

“The machine was delivered on the Monday, 

commissioned on the Tuesday we had training on 

the Wednesday morning and that afternoon we 

jumped in and challenged ourselves to produce 

one of our most complex turned parts. Within a 

week of the machine being delivered it was working 

eight hours a day. When we look back to how we 

used to manufacture parts it puts a smile on our 

faces, what used to take four or five hours, we now 

do in 10 to 15 minutes. Not only that but we can 

repeat those parts as often as we want in as small 

a batch quantity as needed. Programming our 

most complex parts takes less than 30 minutes.”

Continued Growth At WOSP 
Leads To Machine Tool Investment

WOS Performance began life as a business remanufacturing rotating electrics from 

mainly Japanese cars to suit more the niche markets of motorsport and classic cars, 

with company founder Richard Wos claiming to be the first to reverse engineer a 

modern starter motor, which he used on his own classic car.

www.xyzmachinetools.com
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Quality, Metrology & Inspection

Two-thirds of Berck’s output goes to the vehicle 

manufacturing industry in the UK and overseas, 

of which 40 per cent is bracketry for the engine 

compartment or wiring loom and the remainder 

comprises precision contacts for lights, windows, 

seats and other electrical equipment. The other 

third of production is delivered to customers 

manufacturing domestic electrical goods such 

as cookers, lighting and plugs. Components are 

stamped using up to 12-stage progression tools 

on 23 presses, including 12 high-speed models, 

mainly from coil between 10 and 150 mm wide, 

0.1 to 3.5 mm thick. Materials encompass brass 

including tin-plated varieties, mild and spring steel, 

copper, beryllium copper, phosphor bronze and 

aluminium.

The subcontractor has for many years used a 

coordinate measuring machine (CMM) and a 

manual touch-probe CMM to inspect sheet metal 

parts and tools. The former machine is nearing the 

end of its useful life, while the latter was recently 

dismantled as it was beyond economical repair. 

Last year (2015), realising that a new metrology 

solution would soon be required, Berck’s quality 

manager Steve Bettridge visited the Advanced 

Manufacturing Show at the National Exhibition 

Centre, Birmingham, to investigate what 

alternatives were available.

He was keen to combine the functions of both the 

CMMs in one machine and was also aware that 95 

per cent of throughput in the quality department 

at West Bromwich is optical measurement of 

sheet metal components. Only 5 per cent is touch 

probing for inspection of components with steep 

sides, like fuse cups that have a dimensional 

tolerance of ± 20 µm and are difficult to inspect 

by optical auto focus. Parts with complex external 

profiles such as radiator cap inserts are similarly 

difficult to measure optically. Tactile probing is 

also employed to assist the in-house toolroom by 

reverse-engineering inserted press tools, for which 

no drawings exist, to allow their re-manufacture.

After discarding the idea of combined touch 

probing and laser scanning on a CMM, as that 

level of accuracy was not needed for pressed parts 

and the cost was too high, Mr Bettridge looked at 

various alternative video measuring machines and 

decided in favour of the Nikon Metrology iNEXIV. 

The Nikon CNC video measuring machine is 

equipped with three light sources for efficient 

inspection, whatever the type of product. 

Episcopic (overhead), diascopic (transmitted light) 

and an 8-segment ring LED combine to provide 

comprehensive illumination and accurate edge 

detection.

Since it was installed in April 2016, the iNEXIV has 

been a resounding success. Optical measuring 

routines are programmed conversationally in half 

the time required using G-code for the Quick Vision 

Ace. The stage on the Nikon instrument, with its 

450 mm x 400 mm working area, is four times 

the size and the axis movements are considerably 

faster, so more components can be inspected in a 

shorter time.

Comparing like with like, the high-speed iNEXIV 

with its wide field of view and search capability, 

allowing automatic component recognition and 

alignment, enables a given number of components 

to be measured 50 per cent faster than on the 

CMM. Moreover, the parts do not have to be all 

the same; they can be families of different items 

arranged in a grid. Provided that the Nikon 

machine is programmed to inspect the series of 

components, it measures them all seamlessly 

and automatically while the operator is deployed 

elsewhere. 

Another advantage of the new inspection facility 

is its ability to measure folded 3D sheet metal 

components optically using the instrument’s 

200 mm Z-axis stroke, 73.5mm vertical working 

distance and auto focus capability. The limitation 

of the other instrument is that its Z-axis is not 

sufficiently accurate to produce reliable results, so 

it is necessary to transfer components to an optical 

projector to determine their depth. Double handling 

in this way results in a measuring process that is 

more than twice as long.

Subcontractor Replaces Two CMMs 
With One Video Measuring Machine

Second-tier supplier of light pressings and small assemblies to the automotive industry, Berck Limited, has invested in a 

Nikon Metrology iNEXIV VMA-4540 CNC video measuring machine fitted with tactile probing capability. Installed at the 

subcontractor’s factory in West Bromwich, UK.

www.nikonmetrology.com
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The entire business is built around enhancing 

vehicle performance and streamlining productivity, 

something that has undoubtedly been achieved 

considering the cars have a 0-100mph time 

that is shorter than most of us can pronounce 

Koenigsegg!

The small Scandinavian manufacturer has become 

world renowned, a multiple world record holder 

and above all, an engineering innovator. This has 

been true of the company ever since owner and 

founder Christian Koenigsegg set about following 

his dream to develop a super car at the age of 22, 

back in 1994. The odds were stacked against him. 

It was a now or never moment. His idea was to 

create a sports car that he felt did not currently 

exist and one which he believed would be desired 

— two essential necessities for success.

The concept was a lightweight mid-engine car with 

a detachable, storable hardtop. The car would look 

and feel good with the top up or as a roadster—

transformed in minutes with the hard top neatly 

tucked away inside the car. Christian envisioned a 

car with a timeless appearance that aged like good 

wine. This was a mid-engine car concept that did 

not exist at the time. Every Koenigsegg created 

since then now includes this simple, but effective, 

DNA attuned to Christian’s original vision. Five 

production models later, Koenigsegg has exploded 

on to the international scene and is here to stay.

With a small workforce of just 70 staff, the 

Ängelholm Company increasingly targets 

methods to streamline the production process. 

Already integrating 3D printing and 3D scanning 

in the development of their vehicles, Koenigsegg 

decided to tackle quality control in the engineering 

and production of their cars. Like many before 

them, the company used a portable measuring 

arm to perform measurement of parts, together 

with the setup of fixtures and reverse engineering 

of components. Due to the frequent functional 

downsides of such measuring systems, the 

company turned to the expertise and proven track 

record of Creaform’s quality control solutions to 

streamline its design process right down to the final 

assembly of the car. With the help of Creaform’s 

Swedish distributor, MLT Maskin & Laser Teknik 

AB, the automotive manufacturer found a solution 

that seamlessly fitted into the way it wanted to 

work. 

Recalling the introduction of Creaform metrology 

equipment,  Koenigsegg’s Technical Director, 

Mr Jon Gunner comments: “We’ve tried to push 

the boundaries whilst focusing  upon production 

engineering. Having ultra low volume of a 

production vehicle is a big challenge. We used 

metrology to quickly identify problems and solve 

them in the best manner. We wanted something 

that would be more flexible and fit in with the 

way we work, rather than the other way around. 

Creaform fitted the bill perfectly for that.” 

With over 300 hand-formed carbon fibre parts in 

every car, it was mandatory that the quality control 

equipment be able to effectively scan on dark 

and highly reflective surfaces. These surfaces are 

the most challenging surfaces to scan as light is 

absorbed by dark objects and shiny surfaces create 

noise during analysis. To satisfy such demanding 

applications, Creaform have developed portable 

scanning solutions that are specifically engineered 

to overcome these issues. Moreover, Creaform has 

optimised its 3D scanner performance levels on 

shiny surfaces in its latest MetraSCAN3D scanners. 

The scanners, offered by Measurement Solutions 

in the UK, can achieve more accurate results at 12 

times the speed with its seven laser crosses. The 

new HandyPROBE portable CMM can also achieve 

instant measurements at twice the accuracy than 

before. The two inspection solutions also come in 

a new sleek and sturdier carbon fibre composite 

design that has been optimised for shop-floor 

hardware reliability.

Louis-Olivier, an application engineer from 

Creaform’s Metrology Services Division, helped 

the Koenigsegg team to conduct a full-body scan 

of its newest model, the Regera. Just like the 

Measurement Solutions team, when Creaform’s 

metrology service team are called on a job, the 

engineers bring in the equipment required for the 

most demanding of projects. With Koenigsegg, 

the team wrapped up the full-body scan with a 

photogrammetry session using the MAXshot3D 

optical CMM. This crucial step enabled the team 

to get the maximum accuracy in the alignment 

of the scans that are required in quality control 

applications.

Meeting technical experts from Creaform was 

also a great opportunity for Koenigsegg engineers 

to get some tips and tricks on solutions and 

discuss other applications that would benefit 

from the enhanced production efficiency and 

quality control processes that are delivered by 

Creaform. The MetraSCAN3D and HandySCAN3D 

scanners proved the perfect fit in terms of system 

performance and data acquisition accuracy on 

dark surfaces and bare carbon fibre car bodies. 

Paired with the HandyPROBE portable CMM for 

single point measurements, Koenigsegg engineers 

could rapidly adjust jigs and inspect production 

parts to get extremely quick feedback on the 

quality of the company’s production line.

Commenting upon the relationship with 

Creaform metrology equipment, Mr Jon Gunner 

continues:”Perfection is a moving target, it’s difficult 

to stay on top and stay ahead of the competition 

and when we chose partners like Creaform, 

we’re looking for the same aspirations from that 

company. We definitely feel that Creaform are 

leading the way in metrology, like we are leading 

the way in automotive.”

As a world-class manufacturer of high-performance 

sports cars, Christian Koenigsegg and his team 

push the limits of technology and innovation to 

develop the best hyper cars on the market. Their 

passion-infused engineering excellence, backed 

by Christian’s vision, is what fuels the company’s 

forward-thinking mindset and makes Koenigsegg 

a true leader in the automotive industry. His 

relentless drive and sound ingenuity echo 

Creaform’s core values of innovation, passion and 

determination. As of now, Christian and his team 

are working on integrating the HandySCAN3D in 

the design process and furthering the capabilities 

of Creaform’s probing and scanning systems in its 

production process.

Koenigsegg Hits Top Speed
With Creaform

The Swedish supercar manufacturer Koenigsegg Automotive AB is a 

brand defined by painstaking precision and hand-crafting that results 

in an end product that most of us can only ever dream of owning.

measurement-solutions.co.uk
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Prince Andrew founded Pitch@Palace to 

support entrepreneurs by connecting them with 

potential supporters. The most recent event, 

at the Advanced Manufacturing Park, saw 17 

entrepreneurs pitch their business ideas to more 

than 130 invited guests, including His Royal 

Highness and Professor Keith Ridgway CBE, 

executive chairman of the AMRC Group.

Each pitch lasted three minutes and the Starrag Bell 

– the memento presented to Professor Ridgway by 

Starrag UK when the Swiss-based machine tool 

builder and technology solutions provider became 

a Tier 1 Partner of the AMRC more than 10 years 

ago – was struck by a robot every three minutes, 

to signify the end of each pitch.

Prince Andrew founded the initiative in 2014 and 

introduced Pitch@Palace On Tour in September 

2015. The regional events aim to connect 

local stakeholders to entrepreneurs and to 

provide mentoring with the development of their 

businesses. So far, more than 100 entrepreneurs 

have pitched their ideas.

As part of its Tier 1 status with the AMRC Group, 

Starrag UK has supplied a number of machines to 

centres on the Advanced Manufacturing Park: a 

HEC 800 HV MT multi-tasking horizontal machining 

centre, a HEC 1800 horizontal machining centre 

and a VC 5000 MC V vertical turning lathe with 

five-axis milling head to the Nuclear AMRC; and a 

ZT 1000 five axis machining centre, an ECOSPEED 

2538 aluminium profiler, a STC1250 five axis 

machining centre and a LX051 blade machining 

centre for the AMRC with Boeing centre.

The Starrag Bell Rings Out For Entrepreneurs
As AMRC Stages Pitch@Palace Event

The message that the Starrag Bell that adorns the reception area of the Advanced Manufacturing Research 

Centre (AMRC) with Boeing is not just an ornament was heard loud and clear recently when HRH the Duke of 

York hosted his latest Pitch@Palace event for entrepreneurs at the high-technology site in Sheffield.

Welsh Government plans to invest £20 million in a new Advanced 

Manufacturing & Research Institute have been welcomed by Colin Sirett, 

chief executive officer of the University of Sheffield Advanced Manufacturing 

Research Centre (AMRC).

www.starrag.com

www.amrc.co.uk

ID AMRC

The AMRC has worked with Deeside Enterprise 

Zone Advisory Board, Swansea University, and 

Coleg Cambria to develop the new Institute in 

conjunction with SMEs and large companies.

It will also address training and skills needs across 

industry.

The Institute will focus on research into and 

development of advanced manufacturing 

techniques and production processes for advanced 

manufacturing sectors including aerospace, 

automotive, nuclear and food.

AMRC To Play Major Role In Bid To Create A Double 
Economic Boost For North Wales
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Initially installed, using the Wogaard fitting kit, on a 

DMG Mori DMU 85 Monoblock 5-axis machining 

centre that provides Seco Tools with the ability to 

demonstrate its range and the high performance 

capability of its cutting tool solutions, as well as 

support specific project work undertaken for 

customers in the aerospace, motorsport, medical, 

marine, power generation and general precision 

engineering sectors.

Production Manager, Richard Smith, explains: 

“With its large machining envelope we installed the 

DMG Mori DMU 85 to provide us with the capacity 

and functionality to run cutting tool trials that closely 

reflect the customers’ machining operations. 

So we can clearly highlight the efficiency and 

productivity gains that our tooling can achieve. 

The machine has been very busy cutting every 

conceivable exotic super alloy and difficult to cut 

metallic material, and we noticed the swarf was 

dragging the coolant out into the bin.”

Aesthetically this was important to Seco; any visitor 

walking in to the reception area at the impressive 

facilities can immediately see the production area 

and Technical Centre through a glass wall. “It is 

the heartbeat of what this company is all about,” 

Richard Smith states. 

He continues: “Like most production machine 

shops, prior to installing the Coolant Saver we 

had not focused on coolant other than to select a 

water miscible product that performs well. The two 

major issues we identified were environment and 

cost. There are two elements to the environmental 

consideration; first is the internal part where we 

achieve better housekeeping, with fewer chances 

of leaks and spills, and less material handling as the 

machine’s coolant sump does not require topping 

up so often and the pH balance of the fluid is more 

easily managed.”

Part two of the environmental issue is external as 

Richard Smith says: “The whole manufacturing 

industry in the UK has raised its game 

environmentally; it no longer has the old oily rag 

and boiler suit image that it used to. To meet the 

‘dry’ swarf requirements of our recycling parts we 

had to leave our swarf bins to drain for a few hours 

before the Coolant Saver was installed. This has 

been negated as the coolant is syphoned directly 

back to the machine tool’s sump via a vacuum 

created by the coolant pump. It does not even 

require an external power supply. ”

Although the second major consideration is cost the 

company has not spent too much time analysing 

the savings. “The savings are so significant and 

the return on the investment is so fast there is no 

requirement to spend time drilling down into the 

fine details,” Richard Smith says. “We are returning 

in excess of 5 litres of coolant to the sump from 

every swarf bin, and the time wasted draining the 

bins has been removed.”  

Developed and optimised specifically for use 

with CNC machining centres, lathes and mill-turn 

centres equipped with automatic chip conveyors, 

the Wogaard Coolant Saver consists of a stainless 

steel vacuum cup that is simply placed on the 

bottom surface of the swarf bin, and a venturi-

unit that branches off the pipe supplying coolant 

or cutting fluid to the 

CNC machine tools 

spindle or coolant nozzles. 

The venturi-unit uses 

a constriction in a bore 

which is designed to cause 

a pressure drop when a 

liquid or gas flows through 

it, generating the vacuum 

required. Developed specifically for this single 

purpose the inside geometry of the venturi and 

nozzle is optimised for cutting fluid which often 

contains small particles from machining operations. 

A polyurethane hose mounted to the bottom of the 

venturi-unit returns the collected liquid back to the 

CNC machine’s main coolant reservoir.

With so few elements and no moving parts the 

Wogaard Coolant Saver is easy to install and is 

virtually maintenance free. The positive results 

achieved on the Technical Centre machine tool 

prompted the production staff at Seco to install the 

Coolant Saver on the rest of the Hermle multi axis 

machining centres used to manufacture customer 

specific bespoke cutting tool solutions. 

The technical partnership provides a synergy 

between Seco Tools and Wogaard, allowing both 

companies to highlight the benefits of each other’s 

products to visitors attending the Technical Centre. 

Richard Smith concludes: “Like every production 

manager in the UK I have to focus on the key 

issues in the machine shop. Having the Wogaard 

Coolant Saver in place deals with some of these 

issues and allows me to focus in the more depth 

on key performance parameters for the business.

Technical Partnership 
Based On Trusted Values

For Seco Tools the significant results from the installation of a Wogaard Coolant Saver on 

the company’s Technical Centre 5-axis machining centre led to the units being installed 

across all of the production machine tools and the formation of an engineering partnership 

between the two businesses.

www.wogaard.com

IDCoolants & LubricantsCoolants & LubricantsID
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The AC6020M insert extends the range of 

successful stainless steel insert grades AC6030M 

and AC6040M following their pioneering launch in 

2015 with the former targeted at general machining 

and the latter, for heavy and interrupted turning 

applications.

The new grade introduces substantial resistance 

to fracture and notch wear and here the stress 

controlled Absotech Platinum Technology provides 

extended resistance to chipping that is up to 

double that achieved by more conventional coated 

inserts.  Meanwhile, due to the ultra-smooth 

surface smoothness and its adhesion properties, 

this means the likelihood of abnormal damage is 

significantly reduced.

Absotech Platinum Technology is a recently 

developed chemical vapour deposition (CVD) 

boride-based titanium compound that provides the 

outer protective layer on the five-stage multi-layer 

structure of the insert and creates an ideal balance 

between wear resistance and toughness with the 

substrate material.

Cutting speeds up to 250m/min can be used on 

ferritic, martensitic and austenitic stainless materials 

which can be prone to zone hardening under 

cut and can often lead to the edge of the insert 

becoming chipped.  As thermal conductivity is 

low, higher temperatures are created at the cutting 

edge with the added risk of plastic deformation. 

As well as the onset of built-up edge which under 

cutting conditions, alters the geometry of the insert 

and leads to premature tool failure.

Sumitomo has also incorporated its latest NEF 

chipbreaker for use with depths-of-cut between 

0.1 mm and 0.2 mm.  The chipbreaker reduces 

the diameter of the chip curl thus adding the 

advantage of improved chip control even at low 

cutting depths.  A sharp edge with 20 deg rake 

angle further decreases wear factors and grooves 

strategically located on the rake face reduce heat 

while aiding the flow of chips from the cutting zone. 

Sumitomo Extends Absotech Platinium Technology 
For High Speed Turning Of Stainless Steel

Sumitomo Electric Hardmetal has extended the use of its highly successful Absotech Platinum Technology 

with the launch of AC6020M insert specifically for turning stainless steel at higher speeds up to 250m/min 

and where continuous or very light duty interrupted cuts are being used.

For sliding head turning shops that are running lights-out production, 

there’s a multitude of variables that can stop production.

www.sumitomotool.com

www.phorn.co.uk
www.floydautomatic.co.uk

Now, Floyd Automatic removes one of those 

potential hurdles with its new Very Low Friction 

(VLF) guide bushes. 

Anyone familiar with running a sliding head machine 

will know that difficult-to-machine aerospace 

alloys like titanium can ‘pick-up’ or ‘snag’ in the 

bore of the guide bush during production. This is 

particularly common among longer parts. More 

often than not, this results in bar seizures and the 

potential loss of hours of unmanned production. 

Added to the cost of lost production is the time to 

disassemble the guide bush, re-adjust and re-set 

it. Whilst the operator is tending to this issue, your 

high-end production machine is not making parts 

or generating income.

The Floyd Automatic solution is the new range 

of VLF guide bushes. The VLF guide bushes are 

coated with a tungsten based layer that reduces 

friction, eliminates sticking or bar ‘pick-up’ and 

dissipates heat more efficiently than alternate 

guide bushes. Not only will customers benefit from 

improved machine utilisation but surface marking 

is drastically reduced and scrappage rates from 

aesthetic marking are also eliminated. The coating 

can be applied to any guide bush, and can be 

reapplied if required. For anybody running lights-

out, further details on these VLF guide bushes can 

be obtained from Floyd Automatic Tooling.

Floyd Gets A Grip On Lights-Out Machining 
With Low Friction Guide Bushes

Called DR Small, the tooling comprises four sizes covering diameters from 

13.1 mm down to 7.6 mm and is a cost-effective alternative to using solid 

carbide reamers.

The patented system is believed to be the only quick-change method of 

attaching a small reamer head to a shank without the need for locking 

screws. The high-precision interface features keys and slots for rapid, secure 

attachment, repeatability of position being within 5 μm. 

The tools are designed to raise productivity and cut costs by eliminating clocking 

in the interchangeable head each time it is exchanged, thereby drastically 

reducing idle times. Such quick-change tooling has the added advantage that 

a manufacturer does not have to buy extra reamers to maintain production 

while worn tools are sent away to be reground, saving the associated costs.

The flexibility in terms of shank systems and cutting edges means that a vast 

array of applications is catered for. Steel and carbide shanks are available 

in different versions for machining through holes or blind holes, the main 

difference being in the type of internal coolant supply. The indexable reamer 

inserts are held in place in the head by a central clamping screw.

The tools will be of particular interest to manufacturers of components in high 

volumes for the automotive industry, for example. They will also meet the 

requirements of those producing high value parts where process security is 

paramount and the variability in surface finish, form and tolerance introduced 

by boring heads is unacceptable.

Lower The Cost Of Reaming
A new, modular system for changing small, indexable-
insert reamers in a machine spindle quickly and to a 
high degree of repeatability has been introduced by 
Horn Cutting Tools. 
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Software In Manufacturing

CGTech is increasingly challenged to simulate 

more complex processes and machines, while 

supporting ‘right first time’ production goals. 

The latest release of the software, Version 8, ties 

complex processes together with the ability to 

monitor and evaluate many potential problems in 

an efficient and consolidated way, thereby reducing 

the time spent in the programming and machining 

cycle.

VERICUT Machine simulation detects collisions 

and near-misses between all machine tool 

components such as axis slides, heads, turrets, 

rotary tables, spindles, tool changers, fixtures, 

workpieces, cutting tools, and other user-defined 

objects. Users can also set up ‘near-miss zones’ 

around components to check for close calls and 

detect over-travel errors. Machine movements and 

material replacement can even be simulated while 

stepping or playing backwards.

VERICUT CNC machine simulation, verification 

and optimisation software simulates all types of 

CNC machining, including drilling and trimming of 

composite parts, water jet, riveting, robots, mill-

turn and parallel kinematics. The software operates 

independently, but can also be integrated with 

leading CAM systems including Dassault Systemes 

CATIA, Siemens PLM NX, Autodesk PowerMill and 

Vero EdgeCAM.

Version 8 features several enhancements designed 

to increase the ability of manufacturing engineers 

to analyse, optimise, and document the CNC 

programming and machining process. Intelligence 

gathered from both the cut part and the machining 

process is applied to achieve an even higher level 

of accuracy and efficiency.

A new Ribbon Bar in the latest release optimises 

workflow and helps users find the functionality 

required with minimal mouse clicks. The Ribbon Bar 

allows the quick selection of the VERICUT function 

needed. Moving from tab to tab, the Ribbon Bar 

dynamically updates to show the options available 

for that tab. Options are grouped by the function 

they perform within VERICUT.

The Ribbon Bar is highly customisable, but to ease 

the transition for experienced users of the software 

a ‘VERICUT Classic’ setting organises all of the 

menus and options where they were previously 

located (a ‘cheat sheet’ is also available from the 

cgtech.com website). Several other layout options 

are included and can be selected depending on 

the task at hand. Users can also create and save 

their own workflow as needed for different jobs. 

“VERICUT 8 is all about optimising our customers’ 

workflow to quickly access only the menu choices 

needed at the time,” states CGTech’s Managing 

Director, John Reed. “The Ribbon Bar has been 

developed to help users find the functionality they 

need quickly and with minimal mouse clicks.”

CAD/CAM programmers and manufacturing 

engineers now have the ability to optimise ‘Air Cuts 

Only’ focusing on the milling cutter motions away 

from the raw material. This capability is included 

within the base Verification license, and this new 

method is intended as an easy-to-use, entry level 

technique of optimising NC programs. Additional 

optimisation strategies are available with the 

optional OptiPath or FORCE modules.

VERICUT V8 can read STEP files without any 

extra licensing. The STEP Model Interface reads 

STEP files (.stp or .step) containing AP203 and 

AP214 (geometry only) protocols. A STEP file can 

Software Heralds Improved 
Workflow Efficiency

Developed and supported globally by CGTech, VERICUT is the world’s 

leading independent CNC simulation and optimisation software.

VERICUT Version 8 features several enhancements 

designed to increase the ability of manufacturing 

engineers to analyse, optimise, and document the 

CNC programming and machining process 

be referenced directly in VERICUT’s modelling 

interface to describe machine, stock, fixture, 

and design shapes, or 3D cutting tool shapes 

in VERlCUT’s Tool Manager. The Tool Manager 

displays the CAD Geometry window that allows 

users to identify which parts of the CAD model file 

correspond with holders, cutters, or inserts.

As with all software programs, the accuracy of the 

data input will directly affect the output. So, an 

accurate model of the cutting tool and holder is 

required for the effective and accurate simulation 

of the machining process. Most leading cutting 

tool manufacturers now make 3D solid model data 

available and VERICUT can read in this model 

data for use in the simulation process. Many of the 

3D models are available via the Machining Cloud 

App, and Version 8 has been enhanced to take 

advantage of more Machining Cloud metadata. 

This can significantly simplify the configuration 

of tools for use in VERICUT, and better describe 

their proper use and limitations. The software also 

interfaces with tool management systems such as 

TDM Systems, Zoller, and WinTool for access to 

databases storing cutting tool information. Also, 

the WinTool interface can now be launched from 

within Tool Manager.

VERICUT also integrates with most major tool 

management systems. Pre-setting suppliers 

including Zoller and Speroni can also interface to 

the software, so tool offsets and exact dimensions 

can be applied to the simulation session.

A new preferences dialog allows users to setup 

many default settings that help to streamline 

creation of cutting tool assemblies. For example, 

specifying the colours used, and the driven point 

offset numbering scheme (default to ‘1’ or follow 

the tool number), and CAD model tolerances for 

cutters and holders, and if the holder is desired (or 

not) for a new tool. Each imported 3D tool model 

can also have its own separate model tolerance. 

For example, users may want a very high accuracy 

on the cutter model, and less tolerance on the 

holder model. Tool Manager in this version also has 

a number of other time-saving features, such as 

being able to mark any tools as ‘Default’, to be the 

starting point for building similar tools of that type, 

instead of starting from scratch. There are also a 

number of Copy/Paste/Multi Select improvements.

The VERICUT logger now displays messages 

and reports from many sources in a tabbed 

logger window. In addition to errors, warnings, 

and other messages from the VERICUT session, 

it also displays information from AUTO-DIFF and 

X-Caliper. The messages can be grouped, sorted, 

and displayed in a variety of ways depending on 

user preference. VERICUT speeds investigation 

with dynamic links between logger messages and 

responsible NC Program records. So the exact 

source of an error can be located in just one click.

A new ‘Toolpath Trace’ feature creates a wireframe 

of the motion path that can then be measured. In 

NC Program Preview or Review modes, picking on 

a toolpath trace in the wireframe automatically sets 

the simulation to that record in the NC program.

The Force module, first available with the release 

of Version 7.4, is a physics-based optimisation 

method that determines the maximum reliable 

feedrate for a given cutting condition based on 

four factors: force on the cutter, spindle power, 

maximum chip thickness, and maximum allowable 

feedrate. In this latest version there are new 

features for better control of entry/exit speeds, 

‘clean-up’ feedrates, and tooling information has 

been re-arranged to be more intuitive.

Several additional new features include the ability to 

translate models via selecting solid model features, 

eliminating the need to create co-ordinate systems 

for positional information. Enhanced modelling 

options in Version 8 provide greater control 

and flexibility over moving individual models, 

assemblies, and component origins, greatly 

reducing time to model machines, especially from 

3D CAD model assemblies.

John Reed concludes: “We have worked with 

end users and machine tool manufacturers to 

create accurate and effective Virtual Machine Tool 

configurations. These range from simple 3-axis 

milling machines to multi-axis machining centres; 

simple 2-axis lathes to complex mill-turn centres 

with sub-spindles and robot loading; water jet 

and laser cutting, and machining/polishing robots. 

VERICUT simulates every machine tool brand, 

including DMG Mori, Mazak, Makino, Matsuura, 

Hermle, Chiron, Starrag, WFL, Okuma and many 

more.”

Now supporting Windows 10, VERICUT Version 

8 has had many performance enhancements 

applied, and self-guided training sessions launch 

from the welcome screen and automatically open 

the associated sample files.

‘Toolpath Trace’ feature creates a 

wireframe of the motion path that can 

then be measured

www.cgtech.co.uk
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The Technology Centre, will provide additional 

dedicated support and training to its customers 

by providing wider geographical options for 

venues, and also will provide a more practical 

classroom experience. It will be the perfect place 

to demonstrate the power of SolidCAM software 

and show-case and test their latest technologies 

and to prove them in-house. 

Live cutting demonstrations showing the power 

of SolidCAM’s leading milling modules, including 

the revolutionary, unique and patented iMachining 

module, will be shown on a Romi D-800 Vertical 

Machining Centre kindly supplied by Romi 

Machines UK.  SolidCAM UK’s customers, 

partners, and resellers who have attended their 

training and education will greatly benefit from this 

practical ‘shop-floor’ environment. It also provides 

an ideal environment for future customers to fully 

experience the benefits of SolidCAM software 

and how it would improve their efficiency and 

profitability. 
Developing upon the much anticipated and 

successful SolidCAM and iMachining webinars 

carried out by SolidCAM UK, live cutting webinars 

will be broadcast from the new Technology Centre 

directly to attendees’ screens. Developing upon its 

on-line presence, recordings of webinars can be 

seen on the video-sharing website, YouTube.  

“At SolidCAM UK Ltd, we are dedicated to 

providing our customers with the very highest 

levels of support and training, which is the principal 

reason for our expansion to guarantee that our 

customers receive the highest levels of service right 

from the initial contact, through to our after sales 

support and service. We are dedicated to investing 

in the development of all elements of our company 

in order to ensure we uphold our reputation for high 

standards”, Gordon Drysdale, Managing Director, 

SolidCAM UK Ltd.  

SolidCAM UK believe that the timely opening of the 

new Technology Centre will enable the company to 

further exceed the expectations of their customers.  

“Many of our customers use premium and 

expensive materials and demand absolute 

accuracy in production. With SolidCAM, we can 

offer the reliability, productivity and cost reductions 

essential for success in these sectors, and 

demonstrating these factors gives our customers’ 

the confidence to invest”, added Gordon Drysdale.  

 Paul Reeves, National Sales Manager, Romi 

Machines UK, “We are excited about this long-

term and growing mutually supportive partnership 

with SolidCAM UK who share the same dedicated 

customer service values as we do, and look forward 

to the future increased growth of both companies”.  

SolidCAM UK Opens New Technology Centre
SolidCAM UK Ltd  opened a new Technology Centre based in Little Horwood, Milton 

Keynes on 1st November 2016, in-line with their ever-growing consumer demand 

and to stay ahead in what it describes as a competitive and fast-moving market.

www.solidcam.com
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Having worked his way up from machine operator 

in 1999 to Managing Director just nine years later, 

Craig Peterson has invested more than just his 

career in Future Advanced Manufacture. “The 

company was founded in 1981 by my previous 

boss, Mike Sullivan,” begins Craig. “Having come 

through the ranks I was fortunate enough – with 

some good business planning and some personal 

investment – to be able to fund a management 

buyout in 2008.

“The business was already doing well back then, 

but 75 per cent of our order book was dedicated 

to R&D projects, with only 25 per cent assigned 

to repeat manufacture. The volatility that came 

with that was quite difficult to manage as monthly 

turnover can fluctuate dramatically. I felt that to 

really maximise the growth potential of Future AM, 

we needed to consciously rebalance the business 

away from R&D and move towards the steady 

profitability that comes with increased repeat 

manufacture.”

However, timing was not on Future AM’s side 

during the transition period. “Unfortunately the 

financial crisis happened almost immediately once 

I’d taken the helm,” Craig continues. “Thankfully, 

we had a solid foundation in manufacturing high 

integrity products and we won a couple of large 

contracts which saw us through the worst part 

whilst still turning over £3.5m.

“In early 2010 we were then able to set out with our 

rebalancing strategy. Back then we were working 

with a lot of aerospace customers on aerodynamic 

projects and wind tunnel models for future aircraft 

– projects that come and go with no real pattern. 

Our repeat manufacture was mainly low-cost, low-

margin using 3-axis milling machines and CNC 

lathes. As such, we didn’t really know a great deal 

then about combined mill-turn manufacture and 

how we could integrate it into our business.”

New technology was central to Craig’s plans 

for new business. “I was looking to expand the 

repeat manufacturing side of our business and 

was getting feedback from our customers that we 

weren’t quite in the right position technology-wise 

to meet the potential demand. My research into 

machines with mill-turn capabilities resulted in one 

name cropping up from peers and customers alike: 

Yamazaki Mazak.”

Craig then set about streamlining existing 

machining operations by consolidating a variety 

of ageing machines in five different factories and 

investing in multi-tasking machines all under one 

roof.

He continues: “I introduced a Mazak INTEGREX 

i-400 in early 2012 and immediately our customers 

looked at us in a different way. You can just tell 

from a customer’s reaction as soon as they walk 

in and see an INTEGREX, they know you’re serious 

about doing high integrity, high complexity repeat 

manufacture.

“Our customers then began trialling us with small-

scale batch production which was has quickly 

grown into real volume work. The fact that Mazak 

is a world leader in multi-tasking technology has 

really benefited us. We’re no longer looking at jobs 

as ‘mill and then turn’ or vice versa. Every job we 

do is now suitable for an INTEGREX.”

Thanks to the increase in productivity the INTEGREX 

i-400 offered, Future AM chose to expand its 

Mazak offering almost immediately. “Within three 

months of bringing in the INTEGREX i-400 it was 

fully booked on two shifts for 12 months, so we 

decided to quickly invest in an INTEGREX i-200 

to handle our smaller product range. Now it’s also 

fully booked!”

Aerospace and the oil and gas markets have proved 

to be fruitful sources of business for Future AM over 

the years but now the same customers are offering 

the company high volume work. “We supply a lot 

of tier one suppliers for oil and gas and aerospace 

The Future’s Bright
When Future Advanced Manufacture wanted to rebalance its production away from small 

quantity R&D work towards high volume repeat production, its major customers questioned 

whether the company had the right machining technology in place. Three years later more 

than 70 per cent of production is high volume repeat.

manufacturers. For example, we machine oil drilling 

and rotary steerable hardware for the oil and gas 

industry, as well as flight hardware for the legacy 

aircraft industry – in other words a lot of bespoke 

spare parts. This often involves both turned and 

prismatic components which are highly complex 

with expensive material costs. 

“We’re also required to deal with Inconel 718 – 

which is very tough stuff to cut day-in-day-out – 

as a result you have to have complete faith in the 

machinery. There are not many machines that can 

cut Inconel 12 months of the year, pretty much 24 

hours a day, and not have any issues whatsoever.” 

Future AM’s success has also not gone unnoticed 

within the region. Despite facing stiff competition 

from start-ups, tech firms and law firms amongst 

others, the manufacturer was crowned ‘Business 

of the Year’ at the Gloucestershire Business Awards 

2013. “To be recognised in that way, especially as a 

manufacturer up against so many other companies 

from such diverse industries, and to come out on 

top was quite special. Even the employees are 

looking on the business in 

a different light now which 

is great.”

Looking forward, bright 

things are on the horizon for 

Future AM. “Over the last 24 

months we’ve managed to 

rebalance the business, so that 

70 percent of our output is repeat manufacture 

whilst still maintaining a healthy 30 per cent of 

R&D work. Chiefly this is down to the way we’ve 

managed the investment in new technology. We 

now want to start establishing ourselves as a 

production company of high integrity product, as 

well as growing our share in other markets too 

such as the marine and medical industries.”

“In the next year I’d like to increase our turnover 

from £10m to £15m and be at 100 staff if we’re 

going to achieve our growth potential. However, I 

also think we’ll look to replace our older technology 

with newer models similar to our current Mazaks. 

Obviously, we will stay true to our core markets, 

in fact we’ve recently teamed up with one of the 

giants of aviation to trial a new concept of wing 

manufacture,” concludes Craig. “For us it’s all about 

trying to prove new methods of manufacture. Our 

Mazaks have allowed us to experiment with these 

new methods and to fast track some of our R&D 

rapid-prototypes, such as wings for wind tunnel 

testing.”

With an exciting export business also steadily on 

the rise, expect bright things from Future Advanced 

Manufacture.

www.mazak.eu
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AUTOSPORT
INTERNATIONAL

Europe’s Biggest And Most Influential  
Motorsport Technology Trade Show 
Between 12th-15th January 2017 at the NEC in Birmingham.

Autosport Engineering sponsored by Racecar 

Engineering will once again be bringing the industry 

together to showcase the latest cutting-edge 

machinery and components on the eve of the new 

season on 12th - 13th January 2017

The inaugural show in January 1996 featured just 

under 50 exhibitors and has gone from strength to 

strength and now almost 300 of the world’s leading 

companies  all come to the show in January to 

unveil their latest products and technology to a 

highly informative and knowledgeable audience of 

over 27,500 trade professionals who visit.

Autosport Engineering remains Europe’s foremost 

platform for suppliers of technical motorsport 

products and advanced engineering services to 

showcase the latest cutting edge technology to 

more than 27,000 registered trade visitors – over 

5,000 of which are set to attend from outside the 

UK.

As part of the extended range of network events 

and business-focused activities, the Motorsport 

Industry Association (MIA) was also running a 

number of workshops at Autosport International 

to connect buyers and suppliers of motorsport 

technology, alongside the International Business 

Lounge and MIA Business Excellence Awards 

Dinner (held after the first trade day at Autosport 

International on the evening of 14 January.)

www.autosportinternational.com

From improving the efficiency of drug trials, simulating 

the real world to create high performance 

products to making businesses 

perform better. As part of its 

sustained growth, the Woking-

based firm is now recruiting 

software engineers to help solve 

complex and challenging problems 

across a multitude of disciplines.

So who are the people we’re looking for to work at McLaren? Well, 

there are five things that potential software engineering candidates 

should have before applying:

1. The ability to apply your ideas

2. An affinity with programming

3. A desire to make a difference

4. A thirst for knowledge

5. A team mentality

See more of McLaren Applied Technologies’ work and speak to key 

personnel at the company’s stand in Hall 9 E748

Engineer Your Future
With Mclaren Applied Technologies

McLaren Applied Technologies is the fast growing 

arm of McLaren that applies insights to improve 

people’s lives in a variety of ways.

The highly successful Greenpower challenge, to design, 

build and race a single-seat electric car provides young 

people with a unique, hands-on opportunity to engage 

in engineering.

A regular exhibitor at Autosport International, 

Greenpower’s mission is to change current perceptions 

about engineering by presenting a fascinating, relevant 

and dynamic career choice for any young person. 

Furthermore, the Education Trusts’ aim is to demonstrate 

the importance of engineering to solve problems faced by 

societies in particularly in sustainability and help address 

the UK’s need for 830,000 new engineers by 2020.

Make sure to visit Greenpower at Autosport 

International in Hall 9 on stand E1255 and talk to the 

team about how you can get involved in inspiring new 

engineers.

NEXT GENERATION ENGINEERS 

GATHER AT GREENPOWER 
EDUCATION TRUST FINAL

The Greenpower International Final was held at 

Rockingham recently with over 130 teams from around 

the globe, including, Brazil, Portugal, Poland, Ireland and 

USA taking part at the weekend finale.

ID IDExhibition PreviewExhibition Preview
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Tweet Tweet
A little birdy told me...

This months top finds by your ID team, interesting, informative and some just for fun!  

If you have an eagle eye, keep a look out and send your favourite tweets to via twitter @LJcunningham 

or email info@industrialdirector.com

Disclaimer : MSL Media Ltd or Industrial Director Magazine claim no ownership of the content of 

these links quotes and tweets and have no affiliation with those mentioned.

Exceptional workpiece clamping security 

from @RohmGB! NC-Centric 5 axis clamping 

vices now available @EngTechGroup - http://

ow.ly/rR7Q3064z1r 

It was a pleasure exhibiting our latest tools @CitizenCNC open 

house 2016. Thank you for having us.

KMF have just dropped off their first stocking full of 

Christmas gifts for @salvationarmyuk and those less fortunate 

#christmasappeal

The new #Ferrari #CaliforniaT’s V8 provides instantaneous response and 

impressive performance.

Had a great show @advancedenguk, was good to meet you all! We’ll be 

back for 2017 #OSG

@EngTechGroup

@FloydAutomatic

@KMFmetal

@Ferrari

@OSG_uk




