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XYZ Machine Tools’ open houses 

continue to draw in customers both old 

and new, with the recent event held at 

its Sheffield showroom continuing that 

trend. Traditionally these event see the 

showroom stock sold on a first come – 

first served basis, with buyers keen to 

pick up an early bargain. 

With the Sheffield showroom being the 

smallest of XYZ Machine Tools’ five 

showrooms, with only five machines 

on display visitors had to be prompt, 

but once those machines had sold 

the orders continued to come, with 

23 machines being sold on the day 

valued at just under £1 million.  Like 

all XYZ showrooms the machines on 

display cover every control option 

supplied as standard by the company, 

these being ProtoTRAK and Siemens. 

This allows the showroom to provide 

demonstration and training facilities for 

local customers.

“The response from customers at this 

event was brilliant,” says Nigel Atherton, 

XYZ Machine Tools Managing Director. 

“This success is backed by continuing 

good levels of business across our 

range of machines from a wide variety 

of customers. Hopefully, this confidence 

among machine tool buyers and the UK 

manufacturing sector in general remains 

for the foreseeable future. We are also 

seeing strong sales from across Europe, 

with record numbers being generated.”

www.xyzmachinetools.com

Machine tool manufacturer DMG 

MORI has announced that grinding 

can be integrated into three sizes 

of 5-axis mill-turn centre in the 

company’s duoBLOCK FD series, 

the largest of which has 1,600 × 

1,600 × 1,100 mm linear axis travels. 

The addition of grinding on the 

same machine platform will be of 

particular interest to manufacturers 

wishing to take advantage of single 

set-up metalcutting to preserve 

dimensional accuracy and combine 

it with high quality surface finishes 

down to 0.4 µm achievable with 

grinding.

Sizes 80, 125 and 160 in the 

duoBLOCK FD series, both the 

DMU and the DMC pallet-change 

version, can be equipped with 

grinding capability, in which case 

the machine designation carries the 

suffix FDS. DMG MORI technology 

cycles in the machine control for 

internal, external and face grinding 

support the processes and there is 

a specific cycle for calibration of the 

grinding wheel truing station. New 

wheel diameters can be defined 

automatically.

New also is an acoustic sensor that 

detects the initial contact between 

the grinding wheel and the truing 

unit, ensuring reliability and accuracy. 

The first contact between the 

grinding wheel and the component 

is determined via the spindle load 

meter. Additional measures have 

been taken to protect the ballscrews 

and scales from ingress of particles 

from the grinding processes. 

www.dmgmori.comJOHN DINEEN, who started working 

for Heller Machine Tools in 1992 as 

an apprentice mechanical engineer, 

has been promoted to the position of 

Customer Services Manager.

After completing his five-year 

apprenticeship at the firm, John became 

a mechanical fitter in the manufacturing 

facility at Redditch, where he helped to 

build the company’s MCP-series 4-axis 

horizontal machining centres (HMCs).

In 1997 he was seconded for three 

months to the German parent 

company’s headquarters and main 

factory in Nuertingen, where he was 

instrumental in developing the MC16 

4-axis HMC, whose production 

was brought to Redditch. Flow line 

manufacture of 5-axis machining 

centres is the latest addition to the 

plant, following a £2 million expansion.

In the late 90s, John played a 

supporting role in the manufacture of 

special Heller machines, notably those 

with automation, as well as their service 

and preventative maintenance. He 

became Project Manager in 2003, his 

first job being to deliver a 12-machine 

process to Toyota’s Deeside factory for 

manufacturing rear carriers. Latterly he 

led a team of four engineers.

The latest position of Customer 

Services Manager combines John’s 

project management expertise with the 

after-sales service department, which 

deploys a team of seven field engineers 

across the UK and Ireland supported 

by five office staff. He will have at 

his disposal a new customer area, 

where visitors are able to see machine 

demonstrations and which is also a 

centre for applications engineering to 

support Heller machine users.

www.heller.biz/en 

The HIRT-Line range of stainless 

steel adjustable and lockable 

coolant hoses and nozzles have 

been a revelation since the product 

was recently introduced to the 

marketplace. Directing coolant 

to the target area and solving the 

problem of continually moving and 

frequently breaking coolant hoses, 

the HIRT-Line range has now been 

extended with the arrival of the new 

Type-0, 3.18mm (1/8”) diameter 

series. 

The popularity of the HIRT-Line 

range of stainless steel coolant 

hoses has seen the range extended 

for the second time since its product 

launch. Initially introduced in two 

sizes with a Type-1, 5.8mm outlet 

diameter nozzle and a Type-2, 

11mm diameter outlet nozzle; the 

third addition was the largest Type-

3 hose with an output nozzle of 

19mm (3/4”). However, following the 

relentless sales of the two initial Type 

1 & 2 sizes, plus the success of the 

Type-3, the Swiss fluid management 

experts have now developed the 

Type-0 for particularly small machine 

tools that demand intricate and 

precise coolant delivery. 

www.floydautomatic.co.uk

Heller Appoints Customer Services Manager

Machine buying rush at open house Milling, Turning And Grinding In 
A Single Set-Up

Floyd Extends High Pressure 
Coolant Hose Line

News

July saw the first Engineering 

Technologies Group training 

Academy opened on the site of 

Iconic motorcycle brand Norton. 

The Academies are part of a 

major investment by Engineering 

Technologies Group, with help from 

strategic partners, including WNT 

(UK), that will address engineering 

skills faced by businesses, young 

people and the engineering sector 

as a whole.  Each academy will 

be equipped with world leading 

CNC machine tools and precision 

technology with the technical 

partners providing equipment 

and software to deliver advanced 

manufacturing cells. In addition 

to training new engineers, these 

academies will also be used as 

demonstration facilities and to assist 

SMEs with production issues.” 

“We are pleased to be involved 

with this initiative as we have a long 

record of working with training and 

education providers to encourage 

the next generation of engineers,” 

says Adrian Fitts, WNT’s Business 

Development Manager. “With these 

Engineering Technology Group 

Academies we will be supplying 

tooling packages for each machine 

and supporting those through 

our Applications Engineer Steve 

Warner, who will coordinate our 

partnership with ETG and develop 

demonstration pieces and provide 

technical support.”

www.wnt.com

The annual TRUMPF UK Open House 

proved itself to be a real success in 

more ways than one. For instance, not 

only did the three-day event attract 

more than 200 people through its 

doors, but orders in excess of £2 million 

were secured. In addition, the high level 

of interest gives a very positive business 

outlook.

Held on 13-15 June, TRUMPF UK’s 

annual Open House demonstrated yet 

again why it is considered among the 

highlights of the sheet metalworking 

calendar. Arguably the star of the show 

at this year’s event was the TruMatic 

1000 fiber entry-level combination 

machine. Featuring an ultra-compact 

footprint, this combination laser 

machine is equipped with a whole 

host of innovative features that 

punches holes, bends flanges and 

forms threads. Thanks to its extended 

capabilities, the TruMatic 1000 fiber 

is highly cost-effective and provides 

exceptional production flexibility for UK 

subcontractors.

The high end of TRUMPF’s laser-cutting 

capability was also on show at the 

Open House. For instance, among the 

machines running live demonstrations 

was the TruLaser 3030 fiber. Featuring 

a 6kW solid-state laser, the machine 

could be seen cutting 1mm thick mild 

steel at extremely high cutting speeds. 

On the opposite side of the showroom, 

TRUMPF’s flagship TruLaser 5030 fiber 

with 8kW resonator was being put 

through its full range of capabilities, 

including cutting stainless steel up 

to 40mm thick. Open House visitors 

were also introduced to the new 

TRUMPF touchdown nozzles on the 

TruLaser 5030, which can reduce gas 

consumption by up to 70%, while 

doubling processing speeds.

Further machines being demonstrated 

under power at the Open House 

included the TruPunch 3000 punching 

machine and TruBend 5130 press 

brake. Visitors also enjoyed a seminar 

programme that focussed on efficient 

and smart production.

www.uk.trumpf.com

FANUC, the leading global manufacturer 

of factory automation solutions, is to 

join forces with key strategic partner 

Hi-Tech Automation at the Interplas 

2017 event to be held at the National 

Exhibition Centre, Birmingham from 26-

28 September 2017.

The UK’s premier event for the plastics 

industry will see the two companies 

showcase the “Easy Cell” range of 

Plug and Play Automation solutions 

on stand D70. These will include 

a 50-tonne ROBOSHOT injection-

moulding machine paired with an LR 

Mate Easy cell. Also on display will be 

a 150-tonne ROBOSHOT machine 

alongside a CAR20 Cartesian robot and 

a 300-tonne ROBOSHOT machine with 

plate-mounted M10 long-arm robot in a 

small footprint Easy Cell 

Visitors can also take a close look at 

the FANUC ROBOCUT C400 Wire EDM 

machine along with FANUC MT-LINK. 

This is a highly advanced machine 

monitoring system which collects 

process and production data from 

FANUC machines wherever they are 

located in the world and logs this on 

a central database, allowing increased 

analysis and traceability. 

www.fanuc.eu. 

Vero Software’s powerful 3-D CAD 

viewer and analyser, WorkXplore, is 

now available for trial and purchase 

directly from the software’s website.

WorkXplore, which can open the 

native files of Edgecam, VISI and 

WorkNC, was created to efficiently 

import and analyse all file types and 

sizes at high speed. It often takes 

less than half the time to open a 

file compared to the original CAD 

application.

Both novices and experienced users 

can build virtual unified prototypes 

or 3D models imported from a wide 

range of file formats, including Catia, 

NX, Parasolid, SolidWorks, Solid 

Edge, STEP, IGES and many more. 

The software saves the native CAD 

data in its own lightweight format, 

meaning manufacturers can carry 

out tasks such as calculating surface 

areas and volumes, and measuring 

thickness, dimensions and angles 

without requiring the original CAD 

information.

WorkXplore Product Manager 

Massimo Vergerio says: “Users 

don’t have to worry about format 

compatibility, or what CAD system 

their customers use. And a stand-

alone lightweight application enables 

users to easily sends 3D parts to 

colleagues and sub-contractors 

through the internet, where recipient 

can immediately display and work 

on the 3D model.”

And now it can be purchased 

online directly from the WorkXplore 

website: 

www.workxplore.com

TRUMPF TAKES OPEN HOUSE ORDERS 
WORTH MORE THAN £2 MILLION

FANUC and Hi-Tech to join forces at Interplas 2017

WorkXplore Direct From The Web

WNT supports investment to train 
engineers of the future
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Flow International Corporation, 

the world’s leading developer and 

manufacturer of ultrahigh-pressure 

waterjet machines for cutting 

applications, has announced the release 

of the Mach 500 in Europe, an entirely 

new waterjet system marking the arrival 

of a new industry standard. The Mach 

500 combines the latest in machine 

architecture and waterjet cutting 

technology with comprehensive service 

and support programs. The main fields 

of use are machining metals such as 

aluminium, stainless steel, copper and 

brass, synthetic and natural stone and 

composite materials as well as cutting 

glass and plastics. Together, the latest 

generation of FlowXpert® 3-D solid 

modelling CAD/CAM software and the 

recently introduced Compass™ 5-axis 

contour following and collision sensing 

solution enable the Mach 500 to make 

a quantum leap in terms of speed, 

precision and reliability, significantly 

boosting productivity. Flow will present 

this system at ‘Schweißen+Schneiden’ 

trade fair, taking place at Düsseldorf 

from 25 to 29 September 2017 (hall 13, 

booth 13A59D).

www.flowwaterjet.com 

As a key innovator in Industry 4.0, 

Roemheld offers a wide range of 

products designed to support a ‘smart 

factory’ environment.  These tackle 

the challenges companies face when 

looking to increase automation within 

the manufacturing process.

5-Axis clamping can present particular 

challenges and so Roemheld has 

developed an electronic wireless 

pressure sensor.  This offers stationary 

and mobile measurement of rotating 

or hard-to-reach sections of hydraulic 

clamping fixtures.  Designed for use 

with automatic manufacturing systems, 

transfer lines, assembly lines and rotary 

indexing fixtures and tables, up to 16 

pressure sensors can be individually 

configured and monitored from a single 

receiver.  Ideal for applications where 

wired connections are impractical or 

too expensive, the wireless electronic 

pressure sensor uses radio transmission 

with a free-field indoor range of up to 

300m and an outdoor range of 60m.  

The wireless electronic pressure sensor 

enables the pressure of single or multiple 

points to be checked simultaneously 

during start-up and maintenance with 

minimum installation costs.

The electronic wireless pressure sensor 

proved key to a research project that 

Roemheld collaborated on with the 

Manufacturing Technology Centre, 

based in the Midlands. The project 

involved running tests to measure the 

effects of centrifugal forces on hydraulic 

fixtures.  So being able to use a wireless 

pressure sensor to monitor multiple, 

moving sections at the same time was 

extremely advantageous.

www.roemheld.co.uk 

Roemheld Brings Sense To 5-Axis Clamping

New Mach 500 waterjet cutting system from 
Flow now available in Europe

 Dr Ewan Goodier, Technical Sales 

Manager at Eclipse Magnetics, 

has been appointed as a new 

Committee Member for the UK 

Magnetics Society (UKMagSoc). 

Ewan has worked extensively 

in magnetic system design, is a 

Chartered Engineer, and has a PhD 

in the field of Electrical Machine 

Design using Permanent Magnets, 

making him a valuable addition to 

the committee.

Alastair Stewart, Head of Secretariat 

for the UK Magnetics Society said: 

“We would like to congratulate 

Ewan on his unanimous election to 

the committee of the UK Magnetics 

Society. We believe that Ewan’s 

unique combination of experience 

and his extensive network of 

contacts will be a significant benefit 

to the society, and we are very 

pleased to welcome him onto the 

committee.”

Dr Ewan Goodier said: “I am thrilled 

to have been appointed as a member 

of what is a very important and well-

respectednot-for-profit organisation 

in the field of magnetics. I am very 

much looking forward to exchanging 

ideas, information and research on 

magnetic technology with other 

members, as well as attending and 

helping with meetings and events.”

www.eclipsemagnetics.com 

Global engineering technologies 

company, Renishaw, offers an extensive 

education outreach programme 

including 139 recognised science, 

technology engineering and maths 

(STEM) ambassadors, who support 

a variety of STEM activities with local 

schools.

Apprentices, graduates and engineers 

at Renishaw volunteer to support and 

inspire young people to encourage 

them to pursue career opportunities in 

an engineering or technology related 

career by offering practical advice from 

their own experiences. 

This year, Renishaw will host over 65 

events and workshops for young people, 

assisted by the STEM ambassadors. 

The activities target students from ages 

nine to 18 (year groups five to 13).  

The main aim of these workshops is 

to add real life context to the students 

learning and bring maths and science 

alive, whilst also linking into parts 

of the school curriculum.  In the 

sessions, STEM ambassadors focus 

on developing problem solving skills, 

team building, product design, career 

pathways in engineering and learning 

how Renishaw itself operates and 

what it can offer in terms of career 

opportunities.

Each workshop involves a creative 

project that can be taken home, so 

that students can be proud of their 

engineering achievements and share 

them with friends, teachers and family. 

This means that the value of the 

workshop extends past the day itself.

The STEM ambassadors are based 

across Renishaw’s Gloucestershire, 

South Wales and Stone (Staffordshire) 

sites. The Miskin site also has a 

dedicated educational facility, the 

Fabrication Development Centre (FDC), 

where local schools and colleges can 

visit to enhance their learning about 

science, technology, engineering and 

maths.

“To tackle the engineering skills gap, 

companies will need to fill 182,000 

positions by 2022.” explained Rebecca 

Bound, Education Outreach Officer at 

Renishaw. “Our STEM ambassadors 

support workshops that complement 

the school curriculum and get children 

excited about engineering through 

practical, creative projects.”

“We are seeing the results in an increase 

in apprentice applications, some of 

whom first heard about Renishaw when 

a STEM ambassador visited their school 

or when they came on a school visit to 

Renishaw.”

“STEM ambassadors volunteer to 

support students, but also develop 

their own skills,” explained Siobhan 

Denniff, Events Coordinator of the 

Education Outreach Programme at 

Renishaw. “Through these workshops 

ambassadors can gain experience 

and develop communication skills, 

build confidence and improve project 

planning and presentation skills. As 

representatives of Renishaw, STEM 

ambassadors are proud to know 

they have done their bit to inspire the 

engineers of the future.”

Renishaw supports a wide range of 

projects and organisations that aim to 

inspire young people to consider STEM 

careers. The company also runs work 

experience weeks that cater for over 

100 pupils.

For more information on Renishaw’s 

commitment to education outreach 

visit:

www.renishaw.com/en/education-

outreach--34713

Mr Armin Walther has been the 

Managing Director of Handtmann 

A-Punkt Automation GmbH since 

June 2017. With his many years of 

experience in the field of machine 

tools, he will drive the development 

of the company forwards.

Mr Walther joined the company in 

the middle of April and became 

Managing Director of Handtmann 

A-Punkt Automation GmbH on 

1st June 2017. After studying 

General Engineering followed by a 

post graduate course in Industrial 

Engineering, Mr Walther first worked 

in the field of plant engineering 

and chemical/biological process 

engineering. For what is now 

approximately 20 years, he has 

been employed in managerial roles 

by global companies and world 

market leaders in the field of surface 

finishing and machine tools, 13 years 

of which as a Managing Director. 

Mr Walther boasts many years of 

experience in the development and 

manufacture of complex production 

systems and capital goods, with 

global customer relationships in a 

wide variety of industries and in the 

management and development of 

companies with international sites. 

At Handtmann A-Punkt Automation, 

he can use his expertise and 

experience extensively and will 

guide the company into the future, 

together with the Baienfurt Team.

www.handtmann.de

Dr Ewan Goodier Appointed Committee 

Member for the UK Magnetics Society

New Managing Director At Handtmann 
A-Punkt Automation

Over 100 STEM ambassadors at Renishaw 

inspire the engineers of the future
Following increasing UK sales 

of its ultra-modern ENDURA® 

compact gantry milling machines, 

FOOKE GmbH has announced 

a service cooperation agreement 

with Gloucestershire machine 

tool specialists, Phase 3 CNC 

Ltd. FOOKE GmbH, a family run 

business for over 110 years, has 

been manufacturing large and very 

large 5 axis milling machines from 

their headquarters near Borken, 

Germany for over 30 years.

Demanding and ambitious 

customers from a wide range of 

industries, such as aerospace, rail 

and automotive industries trust in 

FOOKE’s reliable, high-performance 

ENDURA® machines. Most 

With correlation-free measurements, 

ZEISS launched a new innovation 

that will enable the automotive 

industry to measure and 

manufacture parts with even 

greater efficiency. This technology 

marks a massive step forward on 

the path to the Smart Factory of 

tomorrow. At ZEISS, correlation-

free measurements are considered 

a game changer because they will 

permanently alter in-line measuring 

technology and ultimately the world 

of manufacturing. This innovation 

was presented at the Control trade 

fair in Stuttgart.

ZEISS developed correlation-

free measuring to ensure that 

component dimensions are 

measured reliably in the production 

line, beginning with the very first 

part. With this system, companies 

Fooke appoints Phase 3 CNC as 
UK service partner

common applications for FOOKE 

ENDURA® machines are found 

in the automotive and aerospace 

industries, model, prototype 

building as well as tool and mould 

construction.

The FOOKE ENDURA® machine 

tools are characterised by their 

outstanding motion control, which 

is defined by the highest dynamics, 

excellent precision and best surface 

finish quality. Furthermore, the 

ENDURA® machines impress 

with exceptional reliability, process 

stability and availability.

www.fooke.de

www.phase3cnc.co.uk

A Game Changer for In-Line 
Measuring Technology

must no longer subsequently 

measure their car body components 

on a highly precise coordinate 

measuring machine (CMM) at 

regular intervals, and then transfer 

the identified deviations between 

the in-line and CMM measurements 

to the in-line measuring systems 

as correction values. “Correlation-

free measurements will provide an 

entirely new foundation for in-line 

measuring technology and boost 

manufacturing efficiency,” says 

Dr. Kai-Udo Modrich, Head of 

Carl Zeiss Automated Inspection. 

A quick look at the world of in-

line technology below will provide 

a better understanding how 

automotive manufactures benefit 

from this new technology.

www.zeiss.com
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FLIR Systems Inc. (NASDAQ) 

announced that VisionLink srl will 

become FLIR’s first authorized machine 

vision distributor in Italy and will begin 

selling FLIR’s lineup of FLIR USB3 

Vision and FLIR GigE Vision area scan 

cameras. 

VisionLink srl is a machine vision 

hardware, software, and consulting 

provider based in Italy focused on 

helping customers build automatic 

control systems in the industrial, 

scientific, and medical fields. They will 

now provide their customers access 

to FLIR’s extensive portfolio of USB3 

Vision and GigE Vision area scan 

cameras. The cameras offer advanced 

sensors and features, plus software 

development kits. FLIR’s Italian-based 

customers now have a local partner for 

consultation services, local language 

support, and access to additional 

accessories.

Through the acquisition of Point Grey 

Research in 2016, FLIR Systems 

is a global leader in the design and 

manufacture of high-performance digital 

cameras for industrial, medical and life 

science, traffic, biometric, geographic 

information systems (GIS), and people 

counting applications. 

www.flir.com

Incorporating blue laser technology, an 

ultra-fast frame rate, specially developed 

optics and the ability to measure the 

most challenging materials, ModelMaker 

H120 is the next generation of portable 

laser scanner from Nikon Metrology. It 

efficiently delivers detailed, accurate 

data either in the metrology lab or on 

the shop floor in a fraction of the time of 

competing technologies and offers high 

productivity for challenging applications.

Having a field-of-view width up to 120 

mm and a point resolution down to 

35 μm, the system is ideal for users 

requiring fast, detailed data collection 

over a large area. A frame rate of 

over 450Hz is available even when 

measuring difficult surfaces such as 

carbon fibre and gloss black as well as 

reflective or multi-coloured parts. 

With 2,000 points per scan line and no 

reliance on point-to-point interpolation 

to artificially boost data density, it 

is possible to measure very small 

details on large surfaces even when 

cycle time is critical. So whatever the 

application, users can be confident that 

the productivity and clarity of the data 

remains at the highest level.

ModelMaker H120 uses advanced 

Nikon optics and a blue, low speckle 

laser to generate high accuracy, low 

noise data, making it possible to clearly 

identify small scratches and abrasions 

on a surface. In addition to rapid 

collection of surface data, sharp edges 

are represented with clarity thanks to 

a scanner accuracy of 7 μm (1 sigma) 

and a combined system accuracy with 

Nikon Metrology’s MCAx articulated 

arms of up to 28 μm (2 sigma).

www.nikonmetrology.com

The extensive MAPAL portfolio 

of ISO tools for milling operations 

has now been extended with the 

addition of a new range of cast 

iron insert grades that cover the 

bandwidth from GJL and GJV to 

GJS.

The new inserts provide a 

significant increase in tool life and 

a consequent result of improved 

cost-effectiveness. Moreover, the 

new product line facilitates higher 

cutting speeds that will maximise 

productivity. The insert series is 

based on a completely new series of 

carbide substrates. The structures 

of the carbides have been modelled 

in such a way that they provide 

an optimum relationship between 

ductility and wear resistance.

To maximise the scope of the new 

grades, MAPAL has engineered the 

new ISO insert lines to correspond 

with existing 75 degree face 

mill cutters as well as MAPAL’s 

renowned 90 degree tangential 

shoulder milling tools with a tight 

pitch designation for high feed 

machining. Furthermore, the new 

inserts can also be allocated to 45 

and 88 degree shoulder milling tools 

with alternately mounted tangential 

indexable inserts that enhance 

the economic benefits of the new 

grades.  For unprecedented levels 

of cost effectiveness, radial eight 

edged inserts can be allocated to 

MAPAL’s 45 degree face mill cutters 

with an astounding cutting depth of 

up to 10mm. 

www.mapal.com

Japanese machine tool manufacturer 

Makino Milling Machine Co., Ltd. 

reports on a financial year of stable 

global turnover. Major growth in the 

export business compensated for a 

weakened demand in the domestic 

market. Despite vast political 

uncertainties around the world, 

record-high turnover levels were 

achieved in the Americas, Europe 

and Asia. Orders from Europe were 

up by more than 70% with major 

contributions from the aerospace 

and industrial components sectors. 

In the year of its 80th anniversary, 

Makino will launch numerous 

new technologies at the EMO in 

Hannover where a wide spectrum of 

5-axis, automation and Industry 4.0 

solutions will be exhibited.Financial 

Year 2016

At Makino´s press conference in 

Kirchheim unter Teck, Germany, 

on 27th June, Dr. P. Anders 

Ingemarsson, President & CEO 

of Makino Europe, reported on 

global consolidated turnover of Yen 

153,641 million, -5.1% compared to 

last year (+1.7% in local currencies) 

for the Financial Year 2016, ending 

on 31st March 2017. Although in 

Japan, the Group suffered from a 

decline in turnover by -7.9%, new 

record levels were achieved in all 

other regions, following growth 

rates in the Americas by 10.3%, 

Europe by 8.5% and Asia (excluding 

Japan) by 4.2%, compared to last 

year (in local currencies). The Group 

Operating Income reached Yen 

9,660 million, the Group Net Income 

Yen 7,596 million.

www.makino.eu

New Handheld Laser Scanner

Makino reports on significant 
growth in Europe and AsiaFLIR Expands Distribution for 

Machine Vision Cameras in Italy

New series of cutting materials for 
the milling of cast iron grades

News

 The SCHUNK standard Chuck 

Jaws range is recognised as the 

world’s most comprehensive series, 

comprising of over 1,200 different 

jaw types. Now, the world wide 

competence leader for gripping 

systems and clamping technology is 

promoting this extensive range with 

the SCHUNK performance promise.

Part of the seasonal performance 

promise is the renowned SCHUNK 

PRONTO. The PRONTO can be 

retrofitted on all fine serrated lathe 

chucks and quick-change chucks 

in the sizes 200, 250, and 315, 

regardless of the manufacturer. The 

innovative system can reduce set-up 

times by up to 95%. The PRONTO 

consists of special supporting jaws 

that can be combined with different 

quick-change inserts. These inserts 

allow expansion of the clamping 

diameter by up to 55mm for soft 

jaws and by up to 45mm for claw 

jaws, without having to move the 

base jaw. 

Even more prominent is the rise 

of the QUETNES series of plastic 

jaws from SCHUNK. Developed 

for sensitive clamping applications, 

the QUENTES plastic jaws provide 

impressive clamping forces with 

maximum surface protection. The 

glass-fiber composite permits 

a high coefficient of friction and 

prevents clamping marks on the 

workpiece surface. Generating a 

high level of stability through its 

aluminium supporting structure, the 

lightweight and stable design makes 

the popular QUENTES suitable for 

high speed machining whilst proving 

a cost-effective system for low-

deformation clamping of machined 

parts. 

www.schunk.com
Pupils at University Technical College 

(UTC) South Durham are using a 

Hexagon Manufacturing Intelligence 

ROMER Absolute portable measuring 

arm as part of their studies. In addition 

to normal school lessons, groups of 

14-18-year-olds spend a day each 

week on manufacturing and engineering 

projects set by founding members of the 

Newton Aycliffe-based college which 

includes the University of Sunderland.

Students are tasked by tutors to identify 

root causes, resolve issues and develop 

solutions to a series of industry-related 

scenarios, explained David Land, the 

vice chair of the UTC governing body.

The measuring arm has already been 

widely used on a number of projects, 

in particular, for performing scanning 

assignments. “It’s an excellent piece 

of kit and gives our students the 

opportunity not only to use modern 

technology, but also understand how 

it can be utilised in the manufacturing 

environment,” said David.

Hexagon was chosen to supply 

the equipment after the successful 

installation of a TIGO SF co-ordinate 

measuring machine and ROMER arm 

at Sunderland University’s Institute 

for Automotive and Manufacturing 

Advanced Practice (AMAP).

“We’re delighted to provide South 

Durham, the first UTC in the region, 

with a ROMER Absolute portable 

measuring arm and support a new 

era in technical education for young 

people,” commented Brett Green, 

Hexagon Manufacturing Intelligence’s 

general manager.

www.hexagonmi.com

Just launched in the UK by YMT 

Technologies, is the Deuce range of 

vices. These feature the tried and 

tested dovetail technology which is 

used across the whole range of 5th 

Axis’ vices. Simple, secure and reliable 

workholding is achieved by machining a 

dovetail form in the edge of the material 

during the blocking up operation using 

the special dovetail tool supplied by 

YMT Technologies. There is no costly 

equipment required to form a profile 

for clamping and no extra handling. 

The dovetail technology is well known 

for its secure clamping capabilities, on 

as little as 1.5mm of material, enabling 

more aggressive machining strategies 

Deuce Vices Deliver Flexibility And 
More Parts Per Operation

to be used with confidence. For soft 

materials such as aluminium, the top 

edge of the dovetail groove on the vice 

has a crimping pattern so, for lighter 

machining applications, there is no 

need to perform the dovetail machining 

operation.

www.ymtltd.co.uk

The TRUMPF Group was able to 

generate a significant 10.8 percent 

upturn in sales in the 2016/17 

fiscal year. According to preliminary 

calculations, sales for 2016/17 

amounted to 3.1 billion euros (up 

from 2.8 billion euros in 2015/16). 

Orders received rose to 3.4 billion 

euros (up from 2.8 billion euros 

in 2015/16) – an increase of 21.1 

percent.

Once again, Germany was the 

biggest single market (sales of 

642 million euros), followed by the 

U.S. (416 million euros) and China 

(398 million euros). Sales in South 

Korea – where many of TRUMPF’s 

customers from the electronics 

industry have their base – were 

particularly encouraging, rising by 57 

percent to reach 209 million euros. 

This made South Korea TRUMPF’s 

fourth-biggest market worldwide in 

the last fiscal year. 

In Europe, Italy (up 34 percent 

on the last fiscal year) and the 

Netherlands (up 55 percent) were 

the top individual performers. 

In the Netherlands, sales were 

boosted by EUV business with 

chip manufacturer ASML. TRUMPF 

supplies ASML with lasers that 

use extreme ultraviolet radiation 

to process chip surfaces for the 

computer industry. 

 www.trumpf.com

SCHUNK  offers Performance Promise

TRUMPF increases sales to 3.1 
billion euros

Arm Is Valuable Tool For Technical 
Students



ID

Page 10  -  August 2017  -  industrialdirector.com

News

Proto Labs reports its largest 

European infrastructure investment 

since the UK business was 

established in 2005.   The business 

has financed a spend of around 

€4 million on new manufacturing 

technology and facility renovations; 

primarily in Telford, UK and also 

its other locations across Europe. 

The investment is in response to 

current and projected customer 

demand for Proto Labs’ advanced 

manufacturing services from across 

Europe.

During June and July 2017, Proto 

Labs, digital manufacturing service 

providers in 3D printing, CNC 

machining and injection moulding, 

confirmed their large-scale 

purchase of Haas CNC machines 

and ARBURG injection moulding 

machines.  

“Proto Labs offers a supremely fast 

and reliable service,” said Lee Ball, 

Proto Labs General Manager in the 

UK. “Because customers today 

across all industries require fast 

turnaround, especially in product 

development. Our continuous 

investment allows us to meet 

the ever growing needs of our 

thousands of customers across all 

industries.” 

The new Haas machines will be 

configured for either mould making 

or component machining, with both 

of these services growing at a rapid 

pace. Including the new machines, 

Proto Labs UK’s inventory now 

totals 130 CNC machining and 57 

injection moulding machines. “We 

are seeing demand for moulded 

parts increase across the board 

year-over-year, from both long-

standing and new customers, for a 

range of products and industries. To 

meet predicted levels of growth, a 

critical leverage is this investment in 

new technology.” said Lee Ball.

Demand for the Proto Labs’ 

industrial 3D printing service, which 

operates from two sites in Germany, 

is also growing. 

“The rapid increase in order intake 

is being fuelled by more customers, 

across varied industry sectors, now 

realising the extensive possibilities 

to prototype parts with complex 

geometries cost-effectively using 3D 

printing technology. 

For certain parts, the only possible 

option is to manufacture using this 

technology.” said Daniel Cohn, 

Managing Director of the 3D printing 

business Proto Labs GmbH in 

Feldkirchen, Germany.

“For example, our Eschenlohe facility 

is certified with EN ISO 13485:2012 

quality management standards. For 

customers, they benefit from our 

technical capabilities to manufacture 

specific medical devices using 

3D printing DMLS technology, 

including parts approved for human 

implantation,” continued Daniel 

Cohn. 

This recent capacity growth is 

reinforced by business expansion 

across Proto Labs’ European 

locations.   Since 2015, the 

business has supported annual 

growth in excess of 20 percent in 

manufacturing and engineering, 

sales and administrative functions.

www.protolabs.co.uk

NCH Europe is calling for colleges 

and universities to put more focus 

on metallurgy studies in engineering 

degrees. The company believes that 

an improved education in metallurgical 

engineering will help the industrial sector 

effectively tackle the costly problem of 

rust and corrosion.

Metallurgy courses — which teach 

engineers to understand the behaviours, 

composition and properties of metallic 

elements and alloys — have declined 

in popularity in recent years. There are 

currently less than twenty metallurgy 

courses in the UK, run by only a 

handful of universities. Despite this, the 

understanding of metals is becoming 

increasingly important in combating a 

variety of industrial plant management 

issues, including rust.

The cost of corrosion damage accounts 

for approximately three per cent of every 

European country’s gross domestic 

product (GDP) each year, which would 

equal an estimated £186.3 billion in 

2016 alone. This cost will likely increase 

in the coming years as a growing 

population drives a rise in mass-

manufacturing and production facilities.

“We have seen for many years that 

rust is becoming an increasingly 

costly problem for the industrial 

sector,” explains Peter Crossen, VP 

of the Maintenance and Partsmaster 

Innovation Platform at NCH Europe. 

“Many of the costs associated with rust 

can be easily prevented with a thorough 

understanding of metals and solutions, 

yet most engineers have not received 

an effective education in metallurgy.

“NCH Europe regularly audits 

businesses to determine the root 

cause of persistent corrosion 

problems. We often find that plant 

and maintenance engineers are using 

ineffective rust prevention coatings for 

their applications, resulting in frequent 

occurrences of corrosion. Better 

teaching at a degree level will ensure 

that these incidents and the costs 

associated with them are kept to a 

minimum.”

The need for metallurgists is part of a 

much-discussed skills shortage in the 

engineering industry. In fact, a recent 

state of engineering report revealed that 

another 265,000 skilled engineers are 

required every year to meet demand. 

NCH Europe believes that a significant 

number of metallurgists are also 

required alongside this.

“Most calls for trained engineers are 

very general and do not clarify the 

kinds of skills that are most valuable,” 

continues Crossen. “The rising demand 

for engineers brings with it an increased 

relevance for a strong understanding of 

metallurgy. For engineering businesses 

such as NCH Europe, this skill set is 

critical in ensuring the long-term delivery 

of innovative and effective products.”

www.ncheurope.com/en 

Improve Metallurgy Studies, 
Specialist Urges

PROTO LABS ANNOUNCES 
€4 MILLION INVESTMENT 
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Discussion

Here, Ian Humphries, managing director at engineering 

solutions provider, Boulting Group explores the 

pathways into the sector and how it is evolving.  

A large skills gap currently looms over the UK 

engineering industry. Britain produces 12,000 newly 

qualified engineers a year, however there are currently 

54,000 vacancies with this only set to increase. While 

the government has attempted to address this issue 

by launching various apprenticeship schemes, these 

programmes are failing to diversify the workforce. 

Of the 66,000 people undertaking an engineering or 

manufacturing apprenticeship, only three per cent are 

female. 

It is now more important than ever that we create a 

more diverse workforce and inspire people from a 

multitude of backgrounds, if we wish to successfully 

develop the industry.

At Boulting Group, we are fully committed to 

developing equal opportunities, providing a variety of 

pathways into the company, no matter the gender of 

a person.  

Rachel Tattan, assistant quality surveyor at Boulting 

Group followed two distinct pathways as she gained 

on-the-job experience while studying. 

“My journey into engineering started at the age of 

16, when I undertook a placement while studying at 

college. The experience spurred me on to develop my 

understanding of the industry and helped me make 

the decision to continue with my studies and earn a 

degree level qualification. 

“My degree covered a number of areas including 

human resources, globalisation and finance, however 

it was business and management which I decided to 

focus on in the long-term. 

“After working at Engineering Services developer, Mitie 

Group for over ten years, I took a short career break 

following the birth of my daughter.  As my personal 

circumstances changed, I wanted to work in a more 

flexible environment that supported me. Boulting 

Group offered me exactly what I needed and I couldn’t 

be happier.”

Quality document control specialist, Claire Vassallo, 

took a different path into engineering. 

“When I left school, I wasn’t interested in university, 

I just wanted to earn money. At 17 years old, I was 

introduced to the oil and gas sector, which was 

incredibly buoyant during the 80s. During my early 

days in the sector, I chose to concentrate on document 

control and worked on several large projects. 

“In the last ten years, the oil and gas industry has seen 

a significant decline, so I decided to explore other 

opportunities. In 2015 I joined Boulting Group, where 

I work on two considerably large projects, managing 

quality procedure plans, technical documentation and 

electrical and mechanical drawings.”

For many years, women have struggled to break into 

a male dominated environment, however attitudes 

are changing and more opportunities are becoming 

available.

“The industry has changed so much in the past ten 

years,” added Tattan. “It is now becoming much more 

popular for women to go into roles that they typically 

haven’t done before. There are ample opportunities for 

career progression, particularly at Boulting Group. As 

well as moving up, there is a trend with people moving 

into other divisions. Boulting is incredibly supportive 

when it comes to career progression, assisting with 

individual learning development plans and detailed 

training programmes.” 

But, what advice can today’s female engineers offer 

those looking to enter the industry? 

“Don’t give up,” says Vassallo. “Engineering is a 

predominately male environment, however, it is 

changing and bringing with it a wealth of opportunities. 

I’m very happy with how my career has progressed, 

but if I could have my time again I think I would have 

gone to university to back up my skills. 

“Having that background to begin with, while learning 

on the job can potentially give your career a kick start.”

While the engineering industry has a long way to go 

before it is truly representative, progress is being made. 

Businesses must engage with younger generations to 

demonstrate the breadth of opportunities the industry 

has to offer and how rewarding it can be.

ENGINEERING FOR ALL
Research conducted by the Institute of Engineering and Technology (IET) shows that 

just six per cent of the engineering workforce in the UK is female, making the country 

one of the smallest employers of female engineering professionals in Europe.

For further details visit:

www.boulting.co.uk
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Another early Citizen L20 produces the same 

component on a 20,000 a month contract 

alongside the only BSA cam auto still resident in 

the plant.  Said Stewart May: “The BSA cannot be 

beaten on cycle time and although the Citizen is 

running at almost double the time, at the end of the 

day without any machine adjustments being made, 

twice as many Citizen made parts are in the finish 

bin.  Most important, all are to size and without a 

single part-off pip that needs subsequent removal.”

As order books progressively grew, mostly from 

‘word-of-mouth’ recommendations, plus added 

contracts from existing customers has brought its 

live customer base to some 80 firms. MTE had to 

move or add premises several times over the years 

as business grew and they ran out of space again 

before moving to the current site in 2012.  

Commenting on the expansion, Warren May said: 

“ As the recession was biting in 2008 we felt we 

were becoming  ‘Pooper Scoopers’ because as 

we were such a lean operation with low overheads, 

customers were flocking to our doors for quotes 

seeking reduced prices.  As a result we picked up 

a lot of orders.  In retrospect, we can see many of 

the parts were what competitors wanted to avoid, 

but it extended our customer base, helped us gain 

more expertise and led to future work helping us to 

be more profitable and especially as we introduce 

newer technologies.” 

The current customer base covers automotive 

related including manufacture of special tools 

and spares for out of production classic vehicles, 

hydraulics, security, special fasteners, injection 

Right: The working zone of Miyano BNE-

51MSY multi-axis mill-turn centre installed 

by Citizen Machinery UK at Machine Tech 

Engineering.

The decision to go for the 51 mm bar capacity 

Miyano continued the already accrued benefits 

from introducing new machines, for instance, 

a Citizen A32-VllPL CNC sliding head mill-turn 

centre installed recently, has just been the source 

of orders from a new customer in the brewing 

industry for 1,000 batch quantities of stainless 

steel pump valves.  According to MTE director 

Warren May: “Without the Citizen we would never 

have dreamed of even quoting for such parts as we 

would be uncompetitive. But the Citizen A-Series 

is very quick and powerful enabling simultaneous 

cutting cycles.”

MTE has some 30 machines, seven bought 

under the Citizen brand in its freehold 7,500 ft2 

machine shop from which turnover is projected to 

top £1 million in 2017.  With recent CNC sliding 

head installations, MTE had already benefitted 

significant business increases and improvements in 

productivity from the ability to combine operations 

into single cycles which came about following a 

visit to MACH 2014 at the NEC.  

Said director Stewart May: “We saw a sign on the 

Citizen stand promoting a 20 per cent regional 

grant. This chance sighting changed our business 

as with the latest machines, we knew if we could 

afford it we could be confident to run unmanned 

and so ordered a Citizen A32-VllPL.  Within three 

months we filled its capacity and bought another!”

However, he maintains their practicality and 

confidence in unmanned running was restricted to 

32 mm bar diameter with the sliding head machines 

while the company’s existing fixed head turning 

capability catered for parts up to 300mm diameter 

and 1.2 m between centres based on billets or 

sawn lengths of bar.  This had the disadvantage of 

requiring continuous operator involvement.  

Added Warren May: “We could see the market 

changing with work coming back from overseas so 

we needed to be more cost-efficient otherwise we 

could be left behind.  They decided to go to MACH 

2016 and check out how to effectively expand their 

bar capacity for single operation production.  

Said Stewart May: “We looked around the show 

with a complete open mind but were drawn back 

to the Citizen stand and the newly launched 

Miyano BNE-51MSY fixed head turn-mill centre. Its 

51 mm bar capacity left us very positive about the 

way forward.”

For the first time, both directors decided to 

make their way to Citizen’s October Open House 

and seeing the same machine perform, placed 

the order.  Said Stewart May: “From the day it 

was installed we have never looked back and it 

immediately made some of our second operation 

machines and equipment redundant.”

MTE was originally founded by the two brothers in 

2002 specialising in very small batch work with two 

fixed head lathes and eventually adding up to nine 

cam autos to the plant list.  They acquired a used 

Citizen E20 (sold as seen by a dealer) in 2004 which 

is still in production. Stewart May commented how 

it has produced hundreds of different jobs.  “It will 

still hold 0.025 mm tolerances and surface finish 

throughout an eight hour shift.  This impressive 

performance for an older machine” 

On A New Path To Success
Following the recent installation of the latest Miyano BNE-51MSY multi-axis mill-turn centre, 

Wednesbury based precision subcontractor Machine Tech Engineering (MTE) has been able to slash 

production lead times on batches of hydraulic bodies from three weeks for the first operation plus a 

week for the second to machining the batch complete in just five days.

Above: Directors Stewart (left) and Warren 

(right) May of Machine Tech Engineering.

Supplier Focus ID
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“We looked around the show with a complete open 

mind but were drawn back to the Citizen stand and 

the newly launched Miyano BNE-51MSY fixed head 

turn-mill centre”

For further details visit:

Machine Tech Engineering Ltd

www.machinetechengineeering.co.uk

Citizen Machinery UK

www.citizenmachinery.co.uk

Above: Lead times for batches of Hydraulic 

bodies at Machine Tech Engineering have 

been slashed from 4 weeks to just 5 days with 

the latest Miyano BNE-51MSY mill-turn centre 

installed by Citizen Machinery UK.

moulders petrochemical and medical sectors.  

As a result materials processed include, carbon 

and stainless steels, brass, Tufnol and phosphor 

bronze. Said Warren May: “We now see our new 

brewing customer drawing in further potential 

business.”

That said, Stewart  May is firm on the future 

strategy of the business to keep growth under firm 

control and plan to be investment led, so as to 

improve profitability.

Now employing nine people, both Stewart and 

Warren are involved in setting machines as well 

as Stewart’s son Ashley who is an ex-production 

apprentice.  While the head count is small, it 

is highly skilled and much of the work involves 

resetting machines for 75 per cent of repeat 

orders.  Batch sizes on the Miyano, although 

early days is between 100 and 300 while each 

Citizen has varying batch sizes between 500 and 

60,000.  Most repeat orders involve machining for 

controlled stock holding which can extend the run 

time between settings and enables a fast response 

to customer delivery.

The 8-axis Miyano BNE-51MSY with IEMCA Kid 

80 bar feed has created a massive advantage in 

lead time reduction for MTE due to the ability to 

overlap in a cycle and cut with up to three tools 

simultaneously. The machine has two 12-station 

driven turrets one with three axes, the other with 

two that can service either or both spindles at the 

same time. 

The main spindle has a 15 kW drive and the 

secondary 2-axis spindle is powered by a 7.5 kW 

motor.  Both spindles have a 51 mm capacity with 

a maximum speed of 5,000 revs/min.  Each driven 

tool position is ideal for milling with a 2.2 kW high 

torque 25 Nm drive and programmable speed of 

6,000 revs/min.

In producing the hydraulic body out of 38 mm bar, 

a 22 mm spade drill is used to a depth of 57 mm, 

then using a special flat bottom tool a face and 

corner relief is created at the bottom of the bore 

prior to final boring to 0.03 mm size.  A further bore 

is then drilled and reamed 11.9 diameter to 0.03 

mm tolerance by 76 mm deep and the initial bore 

threaded 1” x 20 TPI Whitworth by 8 mm deep. 

The OD is then turned and threaded 11/2” x 16 TPI 

Whitworth over 100 mm length.

The part is then taken by the 3-axis secondary 

spindle, faced and a 30 mm A/F hexagon milled by 

20 mm long and a 6 mm shoulder created which 

is straight knurled. A through bore is then drilled to 

break into the 11.9 mm  bore which is then tapped 

7/16” x 20 TPI UNF by 26 mm deep.

Such are the productivity gains with the new 

machine at MTE that both directors are now 

reviewing other fixed head operations and 

especially the on-cost of the additional secondary 

machining tasks which could be dropped into 

single hit cycles.

ID Supplier Focus
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Sawing

One was fitted with a so-called carbide pack, 

including uprated motors to allow infinitely variable 

band speeds up to 50 m/min, which compares 

favourably with typical bimetal blade speeds of a 

little above 20 m/min. The other saw was a Kasto 

Performance Cutting (KPC) model, designed and 

built specifically for cutting using TCT blades with 

the inclusion of patented Trum guides to minimise 

band vibration on the side opposite to the point 

of cutting.

Initially, Mr Bulmer took some Ferralium super 

duplex stainless steel bar to Milton Keynes 

for cutting trials, as the material forms a large 

percentage of throughput at Langley Alloys. 

Following successful tests, a purchase order was 

placed on Kasto for a four-week trial installation of 

the first bandsaw in Newcastle-under-Lyme so that 

further side-by-side cutting comparisons could be 

made with the conventional saws on site. These 

proved beyond doubt that the KASTOtec was 

ideal for processing difficult alloys, including high 

strength nickels, which are slow to cut using a 

bimetal blade. Both machines were duly installed 

on a permanent basis.

Since their arrival, further cost 

savings have accrued from 

reduced material wastage. 

Whereas the older saws are set 

to cut to -0, +2 mm to ensure that 

material length is not undersize, the 

Kasto machines are so accurate that 

they can be set to -0, +0.5 mm with 

confidence. In practice, they cut to 

within 0.1 mm. Over a large batch and 

especially when processing expensive 

alloys, the saving is significant.

Another feature of the bandsaws that the 

stockholder appreciates is a function within the 

Kasto control that allows a new TCT blade to be 

programmed to run-in automatically at different, 

reduced speeds to suit the tooth pitch.

Langley Alloys, which was founded near Slough in 

1938, grew steadily throughout the Second World 

War. Several successful alloys were developed 

including the high strength Naval alloy Hidurax 

Special and the copper alloy Hidurel 5, from 

which engine bearings on the Spitfire aircraft were 

made. Even today, four of the company’s 43 staff 

are metallurgists, able to provide customers with 

detailed technical guidance and support.

In recent years, the stockholder has largely 

reinvented itself by focusing on the distribution 

of bar, tube and plate in a variety of corrosion 

resistant alloys alongside its proprietary products. 

The opening of sites in the United States and 

Singapore has added the ability to provide a high 

level of support to customers worldwide.

Above: The KASTOtec AC4 in operation at 

Langley Alloys, Newcastle-under-Lyme.

Above: Large diameter stock being cut by 

Langley Alloys on one of the KASTOtec 

bandsaws.

For further details visit:

KASTO Ltd

www.kasto.com

As the downfeed on both KASTOtecs is three 

times faster, overall cutting capacity across the six 

machines has increased by one-third while the floor 

area occupied has decreased by a similar amount. 

This is precisely what Langley Alloys needed, as 

orders have increased sharply since the start of 

2017 but there is no room on the site for more 

bandsaws to handle the higher throughput. 

As an added bonus, the freed space has allowed 

the stockholder to increase the range of materials 

and sizes that it holds to well over 1,000 line items. 

For example, Alloy 254SMO stainless steel is now 

stocked in bigger quantities, Alloy 2205 duplex 

stainless steel has been added and the variety of 

nickel alloys has been expanded from Alloys 625 

and 718 to include Alloys 725, 825 and K-500. The 

investment, approaching £2 million in stock alone, 

means that Langley Alloys has extended both the 

range and depth of material available.

Business Development Director Rodney Rice 

said, “Our success is despite half of our business 

historically being in the oil and gas sector, which 

has been depressed in recent years.

“Offsetting that, we have seen significant growth 

from many of the other industries we supply, 

including defence, marine, pulp and paper, 

chemical processing and general engineering.

“Responsiveness to customer demand is crucial. 

Installation of the Kasto bandsaws means that we 

are able to stock a broader range of materials that 

closely match users’ requirements and cut them 

quickly for supply in short lead-times.”

Operations director Richard Bulmer added, 

“Cutting with TCT blades was key to making this a 

reality. We tried using them on our older bandsaws 

but they were not rigid enough to cope. The band 

would squeal through the guides and excessive 

vibration wore the teeth out quickly. 

“We were only able to cut 2 square metres of nickel 

alloy with a carbide blade, which was about the 

same as with a bimetal blade but at three times the 

consumable cost.

“We are not quite there yet, but we will soon be 

getting 5 to 6 square metres cutting area per TCT 

blade on the KASTOtecs, so cost per cut will be 

equivalent to bimetal in terms of the consumable 

cost alone.

“Taking into account lower labour costs due to 

operating four rather than six bandsaws, five days 

a week and sometimes on Saturdays, plus more 

capacity for lights-out running, the new machines 

will pay for themselves quickly.”

He added that when it came to purchasing 

the carbide-enabled bandsaws, there was a 

preconception within Langley Alloys that Kasto was 

the way to go, as this make of saw is used widely 

in the stockholding sector, especially for cost-

effective cutting of high performance materials.

As the machines were needed quickly, a decision 

was taken to purchase the two 430 mm-capacity 

KASTOtec AC4 models on display in the supplier’s 

Milton Keynes showroom. 

Increasing Bandsawing 
Capacity In A Smaller Footprint

IDSawing

At the Newcastle-under-Lyme facility of special metals stockholder, Langley Alloys, two German-

built KASTOtec bandsaws specified for cutting with tungsten carbide tipped (TCT) blades have 

replaced four out of six machines from a different supplier, which are effective only when 

bimetal blades are used.

Below: The second KASTO bandsaw installed 

by Langley Alloys is a purpose-built ‘carbide’ 

version, KPC, which has additional equipment 

designed to suppress vibration.
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EDM

Established in 1975, the company offers two core 

services: a press tool service and a sub-contracting 

machine service, which includes grinding, EDM/

WEDM and CNC applications.

Operating in a competitive sector with many 

household names as clients, the company 

remains ahead by continually investing in the latest 

equipment and technology.  Last year, it chose to 

invest in two new wire erosion machines, which 

would need to work alongside its existing FANUC 

machines, the oldest of which is around 20 years 

old.

Although the company was aware of the capability 

of the FANUC machines and was pleased with the 

work of their existing EDMs, they researched the 

market before making a final decision.

Peter Spargo, Director of Alan Spargo Ltd, said: 

“Despite having 20 years’ experience of working 

with FANUC machines, we fully investigated the 

marketplace when we began looking for new 

technology.  However, the FANUC machines 

remained on top, so we stuck with what we knew.”

Alan Spargo Ltd purchased two FANUC ROBOCUT 

600iA wire erosion machines, a decision that 

was heavily influenced by the service, longevity 

and overall performance of the existing FANUC 

machines.  However, as Peter explains, there were 

other factors that influenced the decision.

“When comparing the FANUC brand against other 

machine brands, one important factor was the level 

of accuracy that could be achieved.  We do a lot 

of motorsport work and high-precision, multi-stage 

tooling, for which accuracy is critical.  With the new 

FANUC machines, we can achieve tolerances of 

+/- 3 microns.  

“Another factor was the reliability of the machines.  

The FANUC machines can be left unattended for 

unmanned machining because they will just keep 

running.”

Another important consideration for the 

Buckinghamshire business was the compatibility 

and continuity of programming between the two 

older FANUC machines, and the new installations.

Peter said: “We could pull the programs from the 

older machines and use them on the new FANUC 

machines straightaway.   Even after 20 years of 

Old meets new
How wire-cut EDMs two decades apart are working side-by-side

Alan Spargo Ltd is a subcontractor in High Wycombe specialising in 

the development of bespoke manufacturing solutions.

“Even after 20 years of working with the old 

machines, the team has found the transition easy. ”

working with the old machines, the team has found 

the transition easy.  

“Furthermore, we can monitor the machines from 

a mobile phone or tablet when we aren’t on the 

premises.  This has been particularly useful for the 

guys who come in and out over the weekends to 

keep the machines running.  When we are busy, 

we are probably running the machines for 400 – 

500 hours a week, so uptime is critical to us.”

Although the speed and accuracy of the new 

machines are impressive, the older machines still 

have a place at the subcontractor’s 15,000 square 

foot facility.

Peter said: “The new machines give us great 

results, but our old machines still impress us.  They 

were certainly ahead of their time when they were 

brought to the market 20 years ago.”

Alan Spargo Ltd’s work requires a high level of 

precision and accuracy and, with clients from a 

diverse range of industries, its machines must be 

able to keep up.

Peter said: “We are tasked with some difficult jobs 

using difficult materials and tolerances, especially 

in the motorsport and aerospace markets.  The 

intelligence of the FANUC machines is terrific.  It 

understands the materials and compositions 

and will often surpass its own parameters. For 

example, the machines will often complete jobs 

in eight hours instead of ten.  What can I say, it’s 

FANUC all the way!”

For further details visit:

FANUC UK Limited

www.fanuc.eu/uk
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“The speed of the machine and its automation 

means we are on track for an 18-month ROI,” 

confirms Mr Terry. “If we left our previous die-

sink machine to run overnight it would finish at 

4pm the next day – the Sodick finishes the same 

quantity of work by 4am. That’s a great result for 

ATS UK, which not only vindicates our investment 

decision but supports our business growth moving 

forwards. We are increasingly seeing mould tool 

work return from offshoring projects in China, 

particularly as the exchange rate means that tools 

from the Far East are now 20% more expensive 

than 12 months ago.”

This increase in work for UK mouldmakers means 

that ATS UK as a whole now employs 65 people 

and achieves turnover just shy of £8 million, which 

is up an impressive 25% in the past five years 

alone.

“We have full CAD to production capability here, 

which is a major contributor to our growth, along 

with financial security that allows us to take on 

larger projects,” says Mr Terry. “Clearly, investment 

in the latest manufacturing technologies, such as 

the Sodick AG60L, is another factor delivering 

genuine competitive advantage. For instance, 

some of our jobs demand tolerances as tight as 

20µm. The new machines provides us with the 

confidence to achieve this limit first time, whereas 

previously we would normally need two hits.”

Another significant benefit to the ISO9001-

accredited company is the ease-of-use afforded 

by the Sodick control and its simple programming 

functionality.

“The biggest problem in our industry is finding 

fully-skilled toolmakers, who simply no longer 

exist,” says Mr Terry. “As a result, we have been 

growing our own toolmakers by taking on two 

apprentices, every year, for the past eight years. 

Using our previous machine it would take up to six 

months to complete EDM training. However, with 

the Sodick machine we have already fully trained 

three employees in a fraction of that time.”

Sodi-Tech EDM Ltd

www.sodi-techedm.co.uk

This is predominantly as a result of cycle times that 

have been cut by two-thirds in some instances, as 

well as reduced electrode requirements. 

Advanced Tooling Systems UK Ltd was first 

incorporated in 2001, since when it has become 

one of the country’s leaders in design, product 

development, prototyping and manufacturing for 

a number of demanding sectors. The company 

was formed by the amalgamation of two well-

respected, Kent-based manufacturers: Millaber, 

based in Maidstone, and Folkestone Precision 

Engineering. Both companies, which remain at 

their respective facilities, served the automotive, 

white goods and medical industries for over 50 

years before joining forces.

At Folkestone, ATS focuses on injection mould 

tools and precision engineering projects for a 

Europe-wide customer base. Core business of this 

ilk demands technologies such as EDM, and it is 

here that ATS UK recently sought to upgrade its 

die sink capabilities. 

“We were witnessing an increase in demand for 

spark erosion work involving thin, deep ribs,” 

explains Technical Director Mark Terry. “For 

instance, we were recently awarded a repeat 

contract for a number of multi-impression two-

shot wheel moulds. Traditionally, each impression 

required 45 hours of spark erosion and three 

electrodes. The target cost and lead-time for the 

package would not have allowed us to complete 

the project on-time and on-budget, so we began 

investigating new EDM technologies.”

Among three vendors invited to put forward 

a proposal was Sodi-Tech EDM, which 

recommended the Sodick AG60L CNC die-sink 

machine with optional 30-station tool changer.

“Sodi-Tech quoted some extremely impressive 

time savings on the wheel mould impressions 

and indicated that each impression could be 

completed in a third of the time using the Sodick 

AG60L,” says Mr Terry. “In all honesty, we thought 

this was unlikely, so we offered up a core and an 

electrode and invited them to prove it. We went 

along to Sodi-Tech’s facility in Coventry to watch 

proceedings. Needless to say, they did it, and we 

placed the order for the machine on the way home. 

We knew that EDM technology had moved on, but 

not to that extent. It was an incredible eye-opener.”

Featuring linear motor drives and glass scale 

feedback on the X, Y and Z axes, the Sodick 

AG60L houses special circuits for electrode 

wear reduction, fine finishing and energy saving. 

Travels are 600 by 420 by 370mm in X, Y and Z 

respectively.

Since the installation of the machine in March 

2017, ATS UK confirms that EDM timings had 

been reduced by approximately 60%. Furthermore, 

less electrodes are required, thus delivering further 

savings.

“In reality, we experience almost zero electrode 

wear when using the AG60L, which is very 

impressive,” says Mr Terry. “We found ourselves 

only swapping the electrode on this particular job 

simply because we’d made one, not because there 

was a real requirement.”

The graphite electrodes for the wheel tools were 

shaped like a wheel featuring a dozen spokes. 

Each spoke started at 1mm at the root tapering 

with draft to 1.2mm at the top and 62mm in depth.

A further saving for ATS UK is the fact that two of 

its previous EDM machines have been replaced 

by the output of the Sodick AG60L. In fact, the 

Sodick machine has been paired with a 32-pallet 

automation device that allows the company to run 

lights-out overnight.

Die-sink EDM on course
for 18-month ROI

Investment by ATS UK in a Sodick AG60L from Sodi-Tech EDM is on course for an 

impressively short payback period of just 18 months.
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The London Taxi Company’s (LTC) Ansty Park site in Coventry is the home 

of its new electric taxi, the TX5.  It has been described as one of the great 

comeback stories in UK manufacturing history.  Back in 2013 London Taxis 

International was on its knees and looking for a new owner. Then Chinese firm 

Geely came to the rescue and almost immediately announced plans to build a 

new factory – but not only that, it revealed plans to make electric vehicles and 

employ more than 1,000 people.

It is the first all-new car factory in the Midlands since 2003, when Aston Martin 

opened its state-of-the-art plant at Gaydon in Warwickshire. That was on a 

much smaller scale, though.

LTC Chairman Carl-Peter Forster said the company was “extremely proud 

of what we have achieved.” The company, which now employs up to 1,500 

people, has invested millions in the TX5 after manufacturing the black cab in 

the UK for 69 years.

The first electric taxis to roll off the production line will go on sale in London in 

the final quarter of the year, before being sold around the world early in 2018.

Metrology specialists, Manchester Metrology Ltd. set the tooling to make the 

taxis with the faro laser tracker.   Manchester Metrology used the faro laser 

tracker and faro arms to set up the welding jig positions relative to the cad 

model to make sure the surfaces were in the right place so the robot could 

weld them.

Paul Bulman, Managing Director of Manchester Metrology added “this was a 

really exciting project for us to be involved in.   We offer a range of FARO and 

LIECA laser trackers, accessories and probes for hire.”

Manchester Metrology laser tracker is used 
for London Taxi Company’s new electric vehicles

A black cab manufacturer that was “on its knees” five 
years ago is officially opening a new £300m plant, 
creating more than 1,000 jobs.

www.manchester-metrology.co.uk

However, relying on large and expensive force 

measurement machines is not always feasible 

— or even necessary — in all manufacturing 

applications. Here, John Cove, marketing manager 

of  measurement and metrology expert, Starrett, 

explains the advantages of using handheld devices 

for quality inspection and force measurement 

testing. 

Quality control teams are often reluctant to 

conduct product inspections on the factory floor. 

Instead, part examination is usually redirected to 

the lab, where the inspection can be performed 

on a dedicated force measurement machine.  

Traditionally, force measurement devices are larger 

pieces of machinery that are designed to deliver 

accurate measurement of products and parts. 

Manufacturers in the aerospace industry, for 

example, often produce large parts that cannot 

be easily manoeuvred on the factory floor. In these 

environments, testing is not always viable until the 

end of a manufacturing process, when the part can 

be safety moved to the force measurement device. 

However, waiting until the end of the production 

process to conduct an inspection can cause 

problems. 

If any problems are identified with part of product, 

it may be more difficult to locate where in the 

manufacturing process the problem has occurred, 

especially if production comprises of several 

different steps. As an alternative, quality assurance 

managers should be able to conduct inspections 

during the entire production process while on the 

factory floor, using portable force 

measurement devices. 

Unlike traditional force measurement machines, 

portable force measurement devices are 

lightweight. Usually, the technology is handheld 

and can be operated by one inspector without the 

need for assistance. Where a stand is required, 

stands are smaller and a fraction of the weight of 

fixed force measurement machines.

Using a portable device enables quality control 

managers across manufacturing, engineering and 

research and development sectors to perform 

accurate batch testing while on the move. The 

inspection of parts, like those in aerospace, is 

ideal for handheld force measurement. However, 

non-repetitive applications, such as reverse 

engineering, rapid prototyping would also benefit 

from the technology. 

There are common misconceptions that handheld 

force measurement devices provide less accuracy 

than traditional, static machines. However, 

that’s not necessarily the case. Starrett’s DFC 

Digital Force Controller, for example, features 

measurement accuracy within 0.1 per cent full 

scale with internal data sampling at 25kHz. Quality 

control engineers can use the advanced device as 

a universal interface to set up tests and configure 

load and distance limits and break limits, as well as 

crosshead travel direction and speed.

Using a handheld device gives production 

teams more flexibility, knowledge and greater 

independence. Production will no longer rely on 

relatively longwinded quality inspection measures, 

nor will the team have to wait for the quality control 

department to move and measure larger parts and 

products. With the possibility of measuring parts 

whenever they want, at any point in the production 

process, production teams can perform better 

quality control themselves and as a result, make 

fewer mistakes.

Flexible Force Measurement
The Advantages Of Materials Testing On The Move

Force measurement is an essential part of product manufacturing 

across a vast array of industries. 

For further details visit:

 L. S. Starrett Company Limited

www.starrett.co.uk
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reduce manufacturing costs. Managing Director 

Dudley Bacon also sees another benefit of having a 

brand new milling machine at his disposal... image. 

“We have had examples of potential customers 

visiting us, seeing our old milling machine, and 

making a decision based on what they saw in 

that we couldn’t deliver their project, even though 

machining is a minor element of what we do. That 

was part of the reason for buying the new XYZ  

SMX SLV turret mill. It looks the part when you walk 

through the door. Not only that, it is allowing us to 

bring back in-house a lot of the work that we would 

previously have sub-contracted.”

The SMX SLV is part of XYZ Machine Tools’ 

ProtoTRAK range of turret mills with the control 

system capable of providing full three-axis CNC 

control. It achieves this by making use of canned 

cycles such as pockets, including the addition of 

islands, thread milling, bolt hole patterns, drilling, 

tapping and boring. The control also benefits from 

the use of AGE for profiling and pocketing. This 

does away with the need to calculate angles and 

radii, etc. and with the innovative ‘guess’ key will 

calculate an approximate point or intersection if a 

dimension is missing. The control is also capable 

of 3D surfacing using the on-board DNC system. 

While not strictly relevant to the production of 

Grand Design Systems components, although it 

may be used for the occasional sub-contract job 

that it takes on, the XYZ SMX SLV with its 1000 

mm of X-axis travel is one of the largest turret mills 

on the market. Other key features of the machine 

are its 3.75 kW spindle motor, 450 mm of ram 

travel in addition to 400 mm of knee vertical (Z-axis) 

travel and 410 mm of Y-axis travel.   

“Machining is not a core function of our business, 

so we took our time in selecting the machine. 

After deliberating for some time we came to the 

conclusion that XYZ was the only company that 

could supply us with exactly what we needed, in 

terms of capability, capacity and ease of use,” says 

Dudley Bacon. “The result is that we will see the 

benefit in reduced lead times and manufacturing 

costs.” 

Above: Grand Design Systems New EcoWall 

system is proving popular with motorsport 

teams and exhibition stand designers

“EcoWall makes use of a series of PVC composite 

panels to create a wall, offering weight, time and 

cost savings, with a typical 35 metre wall length 

being assembled in under 35 minutes.”

For further details visit:

XYZ Machine Tools

www.xyzmachinetools.com

Its products include seamless wall systems for 

pit garages, along with a range of other ancillary 

pit lane equipment are testament to that. It also 

knows that image cuts both ways, hence a recent 

investment in new milling capacity through XYZ 

Machine Tools.

Having built its reputation in the image conscious 

world of motorsport with its Maxi  seamless walling 

system, Grand Design Systems recognised an 

opportunity to provide similar systems to teams 

with smaller budgets, while also entering into the 

exhibition stand market. It is doing this with its 

newly developed EcoWall system. Unlike the Maxi’s 

aluminium honeycomb composite construction, 

EcoWall makes use of a series of PVC composite 

panels to create a wall, offering weight, time and 

cost savings, with a typical 35 metre wall length 

being assembled in under 35 minutes.    

The secret and corresponding success of both 

the Maxi and EcoWall systems is the camlock 

connection that enables the seamless join 

in the wall. Each panel will contain up to 20 

components for this system and, with a typical 

pit lane garage having 40 panels, the number of 

parts is significant.  By bringing the machining of 

these parts in-house Grand Design Systems is 

able to improve productivity and lead times on 

the bespoke systems it manufactures, as well as 

First Impressions Are Key 
For Grand Design Systems

As a supplier to motorsport teams from Formula One, Formula E, World 

Endurance, Moto GP and British Superbikes, Grand Design Systems is 

aware of the importance of image.

Below: The brand new XYZ SMX SLV 

ProtoTRAK turret mill is helping Grand Design 

Systems bring work back in-house and 

improve productivity

IDMotorsport
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Continues...

Since the MBO Managing Director, Derek 

Robinson has developed the business and its 

market, expanding sales to a diverse range of 

customers and with a capacity to regularly create 

castings from 10 kg up to 10 tonnes it is producing 

everything from scientific instruments, machine 

tools, precision lenses and semi-conductors. 

The use of granite as a machine base offers many 

advantages such as higher vibration damping, 

better long-term thermal stability, improved noise 

absorption, as well as excellent static and dynamic 

stiffness. GraniTek has developed its products 

over many years and created its own ‘recipe’ to 

produce what it sees as the optimum product. 

This recipe involves a mix of nine different grades 

of granite, ranging from 20 mm section down to 

micron dust level. This is mixed with an epoxy resin 

and moulded to shape. An exothermic reaction 

then occurs raising the temperature to around 

65°C and the casting is left to harden overnight.  

Once that casting process is complete GraniTek 

then has to grind the granite to produce a smooth 

and accurate surface, an area that has seen recent 

significant investment. 

“Our grinding capacity was restricted to 1.2 m 

by 0.5 m on an old CNC machine that we have, 

this meant anything larger being put out to sub-

contract. The added problem here was, given our 

material many sub-contract grinding companies 

were reluctant to take on our work. This and the 

relatively low-volumes meant we were often at the 

back of the queue, impacting on our lead times,” 

says Derek Robinson. Finding the right machine 

to upgrade GraniTek’s grinding capability was a 

challenge in itself, due in part to the company’s 

location, with the factory built on reclaimed land 

that was part of an old brickmaking area. 

“Our choice of machine was limited by the civil 

engineering work that we would have to do. During 

Rock Solid Investment
GraniTek is the UK’s leading manufacturer of precision granite (polymer 

concrete) castings and was formed following a management buyout from Taylor 

Hobson in 1997, with the metrology specialist remaining a key customer.

Above: Derek Robinson (pictured) has seen 

lead times reduce from 20 to 4 days following 

the arrival of the Perfect grinderBelow: The capacity of the Perfect Grinder 

has allowed most work to be completed in-

house now.
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my research every machine we looked at would 

require deep foundations and piling to overcome 

our poor location. This meant our search for a 

suitable machine was a drawn out process as the 

cost would be prohibitive. We then came across 

the Perfect range from RK International and due to 

the weight of the Perfect PFG-160200AHD Double 

Column machine, at 23 tonnes, we could install it 

without any significant civil engineering.” 

In addition to its weight the Perfect PFG-160200AHD 

Double Column machine also extended GraniTek’s 

grinding capacity significantly with its 1600 by 

2000 mm table size and 6000 kg table weight 

load. The machine uses a slant beam construction 

to provide excellent load distribution and ensure 

maximum stability during heavy-duty grinding. This 

is assisted by use of heavy-duty linear guideways; 

precision feed on vertical-axis; and hydraulically-

controlled variable feed table speed. GraniTek also 

specified the optional dynamic wheel balancing 

system that constantly monitors the grinding wheel 

and makes adjustments to its balance in real time. 

This helps to improve and maintain surface quality. 

Given the nature of the end products produced 

by GraniTek flatness of the ground surface is also 

important. Here Derek Robinson called in a favour 

with some ex-Taylor Hobson colleagues (Spectrum 

Metrology) who measured the magnetic table using 

a TalyVel system to achieve less than 20 micron 

flatness across its 1.6 m by 2 m table area. 

“This was a major investment for us running to 

around £200,000.00 with everything taken into 

account,” says Derek Robinson. “However, we 

knew it was an investment we had to make and 

the results are proving it. We now have greater 

control over our production and lead times, that 

were as long as 20 days when relying on sub-

contract are now down to four days. In addition 

to saving on the work we put out to subcontract, 

we are also winning work from other businesses 

looking for large capacity surface grinding, which is 

further helping the justification of the initial machine 

purchase.”

The Perfect PFG-160200AHD sits in the middle 

of the double column range from Perfect with the 

smallest machine having a table size of 1200 mm 

by 2000 mm and the largest having a 1600 mm 

by 6000 mm capacity. “We are seeing growing 

demand for the Perfect range, which  is totally 

focussed on surface grinding from the smallest 

saddle-type machine trough the large double-

column machines and the recently introduced 

PFG-series of PLC controlled grinders,” says Dick 

Aldrich, Director,  RK International Machine Tools. 

“The entire range offers excellent value for money 

with outstanding specifications, including the use 

of Perfect’s user-friendly PLC control system that 

enables users to be quickly in production after just 

a couple of hours of training, in most cases. All of 

these facts were recognised by Derek at GraniTek 

and we are pleased to see that he is now reaping 

the rewards of the confidence he placed in Perfect 

and RK International Machine Tools.”

Above: The variable feed table can 

accommodate components measuring 1.6 by 

2 m in size.

“We knew it was an investment we had to 

make and the results are proving it...”

For further details visit:

RK International Machine Tools Limited                

www.rk-int.com
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Workholding

as external access to the  trolley is possible, 

production remains seamless as machining cycles 

do not need to be interrupted. Control of the 

zero-point clamping system can be performed 

either pneumatically through the machine tool, or 

mechanically through the system’s robot.

Explaining the reason for purchasing the Robo-

Trex system Qualiturn MD, Nick Groom said, 

“Having been motivated to launch our Qualimill 

division by strong demand from our loyal mill-turn 

customers, we have now applied our tried and 

tested working practices to our milling operations. 

To help satisfy the rising demand for our milling 

work we recently considered purchasing another 

high-yield CNC milling machine. Although, inspired 

by the successful lights-out operating methods we 

employ in our mill-turn operations, we explored 

the technology that would allow efficient lights-

out running of an existing CNC milling machine. 

We found the ideal answer in the Lang Robo-Trex 

automation system from Thame Workholding.

“As the first company in the UK to install the new 

Robo-Trex system, we have continued our steadfast 

commitment to embracing cutting-edge, highly 

efficient production equipment and methodologies. 

Having previously enjoyed the benefits of other 

Lang workholding systems supplied by Thame 

Workholding, we already had great confidence 

in the quality of Lang products. After viewing a 

video of the Lang Robo-Trex automation system 

in action and recognizing the highly efficient lights-

out advantages it would deliver, we calculated our 

anticipated ROI and decided that the system was 

a more cost effective method than purchasing 

another CMC machine tool. 

“Our Robo-Trex now feeds a Doosan DNM500 

machining centre in our Qualimill subcontract milling 

department and gives us highly efficient lights-out 

production capabilities. The great success of our 

Robo-Trex automation system means that we 

already have plans to install a second system.”

Thame Workholding Sales Manager Gareth 

Barnett concluded, “In addition to supplying a wide 

range of cost-effective, standard and bespoke 

in-house manufactured workholding systems to 

our international customer base, we also offer 

a range of highly efficient workholding solutions 

from several of the world’s leading manufacturers. 

Thame Workholding’s experience and expertise 

in the field and our access to a comprehensive 

range of workholding solutions allows us to fully 

understand our customers’ needs and to provide 

optimum workholding solutions to them. 

“Our grasp of Qualiturn’s lights-out working 

objectives for the company’s subcontract Qualimill 

milling department, enabled us to recommend the 

Robo-Trex automatic handling system with great 

confidence. Following its installation, the advanced 

automated system is now enabling highly efficient 

lights-out milling operations throughout each night 

and it has released the latent productive potential 

of the machine tool it serves.”

For further details visit:

Thame Workholding               

www.thameworkholding.com

“Ever rising demand for Qualimill’s output has led 

to further investments in innovative production 

aids that support the company’s lights-out 

production philosophies”

Now, the availability of advanced automation 

aids, such as the Lang Robo-Trex system from 

Thame Workholding, are allowing forward thinking 

businesses to operate milling machines unmanned 

for extended periods. One such progressive 

company is Hertford based Qualiturn Products.

Founded in 1974, over the past 4 decades 

Qualiturn Products has developed into one of 

the UK’s leading suppliers of precision mill-turned 

components. In 1990 the company became one of 

the first UK subcontractors to instigate a lights-out 

mill-turn machining regime throughout each night 

shift. Since that time, the business has operated 24 

hours a day, 7 days a week, 365 days a year, with 

only daytime staffing.

Now run by second-generation Managing Director, 

Nick Groom, Qualiturn’s extremely efficient 24/7 

operating system, the use of highly productive 

machine tools and the work of the company’s 

skilled staff, results in the supply of high-quality 

components at competitive prices.

In 2014, the success of Qualiturn Products’ 24 

hours a day, 7 days a week manufacture of precision 

turned components, prompted the company to 

establish Qualimill, a subcontract milling division 

that embraces the company’s successful lights-

out operating methods. Substantial investments 

in the latest milling machines and automation 

technologies have resulted in Qualimill becoming 

an extremely successful sub-contract manufacturer 

of milled components. Ever rising demand for 

Qualimill’s output has led to further investments 

in innovative production aids that support the 

company’s lights-out production philosophies; not 

least Qualimill’s recently installed Lang Robo-Trex 

advanced automation system.

The Lang Robo-Trex robot system feeds a Doosan 

DNM500 machining centre from two trollies. The 

trollies serve as mobile storage mediums for 

multiple vices that hold workpieces ready to 

be loaded into the machine, depending on 

the part sizes involved, each trolley is able 

to store up to 42 loaded vices. The highly 

efficient Lang Robo-Trex system uses 

an articulated robot with a handling 

gripper that is capable of loading and 

unloading workpieces of up to 12 

kg.

Fed by the Lang Robo-Trex, the 

Doosan machining centre runs 

throughout the day shift. The system’s 

trollies are simply pre-loaded with parts to be 

machined by Qualimill staff, in an area remote from 

the machining centre, then pushed into place. 

Following a machine cycle, each finished part is 

returned to a trolley; when full, the trolley is wheeled 

away and a second trolley loaded with workpieces 

is added. The flexible system ensures that no 

machining downtime is experienced. Before the 

end of daytime production the Robo-Trex trollies 

are replenished with workpieces enabling the 

Doosan machining centre to run in a highly efficient 

lights-out mode throughout the night.

Robo-Trex trollies are available in 2 sizes, the first 

has a capacity of 30 vices (max. part size: 120 x 

120 x 100 mm), whilst the second model has a 

capacity of 42 vices (max. part size: 

120 x 100 x 70 mm). The Robo-Trex 

system is able to handle 4 automation trolleys. 

Therefore, depending on part size, the available 

storage capacity increases to 120/168 vices. 

The patented, edgewise mounting of the system’s 

vices ensures maximum space utilisation, whilst 

accessibility to the clamping device allows 

workpieces to be exchanged, without removing 

the vice.

An intuitive, easy to operate touch panel enables 

easy control of the automated system and 

Robo-Trex makes light work 
of Qualiturn lights-out milling

Equipment such as bar-feed mechanisms have enabled businesses 

involved in turning operations to work in highly efficient lights-out 

modes for some years.

IDWorkholding
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  To achieve this, Multax Engineered Precision 

bought its first machine in December 2016, a 

10-pallet 5-axis Mikron HSM600U. 

Winning their first order for 134 stainless steel 

pivot blocks for a marine customer before the 

machine was delivered on the 19th December, 

Multax had to hit the ground running. Relying 

upon their experience from previous employment, 

Multax installed the Mikron, acquired hyperMILL 

CAM software from OPEN MIND and contacted 

Dave Cleeve from Industrial Tooling Corporation 

(ITC) for cutting tool support in the build up to 

Christmas. Commenting upon the inception of 

the new business, Company Director, Mr John 

McNab says: “As business partners, we exploit 

each other’s niche expertise to drive the company 

forward. In the first month, we were under pressure 

to get the machine up and running to get our first 

order out. At this critical point, we knew the most 

reliable and trusted suppliers and we needed their 

expertise to deliver solutions. Dave Cleeve from 

ITC was central to this.”

The Andover start-up had won an order for 134 

stainless steel components that started as 146mm 

long billets with a 10inch diameter requiring 

50kg of material removal to finish as 15kg parts. 

The company calculated that each part had a 

machining time of 8 hours, immediately justifying 

the company’s investment in a multi-pallet 

machining centre capable of lights-out machining. 

“We knew that we had to achieve lights-out 

machining or our first job would run the risk of 

taking the majority of our capacity. To guarantee 

we could run unmanned, we needed cutting tools 

with reliable, consistent and efficient performance. 

ITC delivered the complete package,” continues 

Mr McNab.

The ITC solution included a variation of Widia 

indexible insert tools and drills as well as the 

renowned range of ITC’s, UK manufactured solid 

carbide end mills. Taking the complex stainless 

component from 65 to 15kg, ITC recommended 

the Widia M200 Series of button end mills. The 6 

insert M200 series was purchased with a 50mm 

diameter for rough machining the pivot block whilst 

a 35mm diameter M200 was applied for helically 

interpolating a large bore through the parts. 

For finishing the external features, ITC 

recommended the 50mm diameter Widia M1200 

45 degree face mill. Commenting on these tools, 

Mr McNab says: “We have 50 tool positions on the 

Mikron, so we have one 35mm diameter tool for 

helical milling the bore and three 50mm button mills 

for roughing. We have set the tool life parameters 

at two hours per tool to guarantee consistent and 

reliable performance, but the inserts can last much 

longer. The M200 inserts have 6 edges whilst the 

double sided inserts in the M1200 cutter has 12 

edges. This makes the cost negligible. Our core 

aim is lights-out machining, so after one indexible 

tool has completed two hours, the next tool is 

used. At a cost in the region of £4 per insert for 

more than 16 hours of high material removal rough 

machining on stainless, the cost is so low there is 

little point trying to stretch tool life to compromise 

consistency and reliability.”

Commenting upon the performance of the ITC 

tools, Mr McNab says: “The tool life is exceptional 

and this gives us confidence to run unmanned. 

Furthermore, the cost of the inserts is minimal and 

the surface finishes are outstanding.”

As a start-up business, Multax has taken full 

advantage of the Widia Voucher Promotion Scheme 

that is available from ITC. The limited period offer 

gives customers heavily discounted prices on 

toolholders when they buy a new machine tool.

Start-up Vouches for ITC
When two ex-work colleagues were working around the clock in their respective 

posts, the engineers and friends decided to set-up their own machine shop with 

the core philosophy of automated production and reduced man hours.

For further details visit:

Industrial Tooling Corporation Ltd             

www.itc-ltd.co.uk
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being a major platform for innovation, and over the 

previous two exhibitions, Mazak has given world 

debuts to 32 different machine tools. That trend is 

showing no sign of abating, with the manufacturer 

set to unveil a further 15 machines to the world for 

the first time in 2017. 

However, the company does not limit itself to the 

launch of just machining centres at the exhibition. 

Following on from the unveiling of its complete 

SMOOTH Technology CNC ‘family’ at EMO 2015, 

Mazak will be placing Industry 4.0 at the centre of 

its EMO 2017 stand and will offer visitors a first 

glimpse of its iSMART Factory concept.

The iSMART Factory concept utilises Mazak’s 

Industry 4.0 infrastructure which enables machine 

users to make the vital step-up from automated 

cell manufacturing to a completely connected 

Industry 4.0 factory of the future.

Mazak’s iSMART Factory is centred on three 

key pillars, namely SMOOTH Technology, the 

new Mazak SMART BOX, which provides faster 

data analysis with increased security; and the 

MTConnect standard communication protocol. All 

elements combine to facilitate the real-time sharing 

of manufacturing data between the production 

floor and offices, ultimately resulting in shorter lead 

times, reduced in-process inventory and lower 

indirect labour expenses for manufacturers. 

SMOOTH Technology, incorporating the world’s 

fastest CNC and SMOOTH Process Support 

factory management software, sits at the heart of 

Mazak’s Industry 4.0 infrastructure, due to its ability 

to reduce machining by 30 per cent, connect entire 

machine shops and provide real-time monitoring 

and analysis capability.

In addition to the SMOOTH Process Support 

modules, such as SMOOTH Scheduler and 

SMOOTH PMC, the CNC has also been equipped 

with a number of new programmes which will 

be launched at EMO 2017. The first is Mazak 

API (Application Programming Interface) which 

enables non-Mazak software, such as automation 

equipment, to be integrated into the full suite of 

SMOOTH CNC’s. Alongside this is the new Smooth 

Spindle Analytics software, which provides instant 

spindle vibration reporting and analysis.

Efficient and secure data processing is made 

possible by Mazak’s new SMART BOX. Utilising 

Cisco’s FOG computing concept, the SMART 

BOX effectively extends cloud computing closer to 

where the data is produced. This enables sensitive 

data to be analysed and acted upon securely with 

optimal speed, with only selected data sent to the 

cloud for historical analysis and long-term storage. 

Cybersecurity is maximised by a state-of-the-art 

Cisco networking platform and Layer3 Managed 

Switch, industrialised for the factory environment. 

The SMART BOX can interface with any machine 

fitted with an MTConnect adaptor regardless of 

manufacturer, age or CNC type. Older legacy 

machines can also be connected to the SMART 

BOX with the addition of Mazak’s new SENSOR 

BOX.

The final pillar of Mazak’s iSMART Factory 

concept is the use of the MTConnect standard 

communication protocol, which allows the cross-

communication of multiple different machines in 

the factory or workshop, and enables machine 

information to be extracted in a standardised 

format.

During the exhibition, each of Mazak’s 25 

machines, configured into six different machining 

zones, will be connected using the company’s 

Industry 4.0 infrastructure to display real-time 

production information. 

One of the visitor highlights on the Mazak stand will 

be the latest extension to its flagship INTEGREX 

range. The INTEGREX i-500 extends the capacity 

of the successful i series and features a modular 

design concept, enabling customers to match the 

required machine specification to their application. 

The INTEGREX i-500 will be joined by another 

machine shown for the first time, the INTEGREX 

“Visitors to the Mazak stand will be able to 

see the first European showing of its latest 

additive manufacturing machine tool, the 

VARIAXIS j-600/5X AM”

Above: The INTEGREX - i-800V/8

With a rich industrial heritage, Mazak – which was 

founded in Nagoya, Japan, in 1919 and remains 

privately owned by the Yamazaki family to this day 

– has grown over the last century to become one 

of the world’s largest manufacturers of computer 

numerically controlled (CNC) machine tools, with 

10 manufacturing plants worldwide. 

Europe has long been one of Mazak’s key markets, 

and this year the company is celebrating 30 years 

of manufacturing at its European headquarters in 

Worcester, UK. Having first opened its doors in 

1987, Mazak now employs over 600 people at its 

European Manufacturing Plant, which produces 

over 40 different machine types, and in excess of 

1,000 units a year. 

Mazak’s UK-built machines include the 5-axis 

VARIAXIS i-500, a range of CNC turning centers 

and vertical travelling column machines from 

the VTC series, which are extensively used by 

manufacturers throughout the UK, Europe and 

beyond. 

With such a diverse portfolio of products that can 

be found at multiple stages of the supply chain 

across all of the major industrial sectors, it comes 

as no surprise that one of the biggest events in the 

Mazak biennial calendar is EMO: the premier global 

trade fair for the metal cutting sector.

Running from 18th-23rd September, EMO 2017 

will see in excess of 2,000 exhibitors, and over 

140,000 visitors from around the world descend on 

the Hannover Messe. The exhibition is famed for 

Powering The Connected 
Future Of Manufacturing

If asked what a prosthetic hip joint, the front axle housing for an F1 car, and drilling hardware for 

the oil and gas sector have in common, you’d be forgiven for not knowing the answer. However, 

one company that could point you in the right direction is Yamazaki Mazak. 

EMO HANNOVER 2017
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i-800V/8, which combines full 5-axis milling, 

powerful turning operations and pallet-changing 

capabilities to quickly process large, highly complex 

parts, such as jet engine components on a vertical 

platform. Both machines are making their world 

debuts at EMO 2017, and will be operating on 

Mazak’s SmoothX CNC, with stand visitors able to 

witness the level of productivity that can stem from 

full integration into the iSMART Factory concept. 

Mazak’s 5-axis zone will be centred on three 

exceptional new machines. The newly released 

HCR-5000S, is a compact high performance 

horizontal machining centre ideally suited to the 

aerospace sector for the manufacture of small-size 

structural components. The machine is equipped 

with a high performance main spindle and is 

capable of ultra-fast acceleration with excellent jerk 

control, to deliver highly accurate finished parts.

Alongside this will be the VARIAXIS i-300 AWC, 

a compact automation solution developed from 

Mazak’s highly successful VARIAXIS range 

combined with automation knowhow from their 

PALLETECH solutions. The machine incorporates 

a gantry-box structure to delivery high accuracy 

and an expandable tool magazine of up to 505 

tools, making it ideal for high mix, low volume 

production and lights out machining. The 5-axis 

zone also includes a brand-new specialist die and 

mould machine, the UD-400/5X, which is capable 

of 42,000 rpm, 1.0G acceleration and an ultra-high 

jerk rate.

Mazak will be exhibiting three horizontal machining 

solutions at EMO, including its new HCN-

5000 machining centre, equipped with an MPP 

automation system. The 16 station MPP, which 

stands for Multi Pallet Pool, is designed to add 

automation to single machines. It features the 

SMOOTH MPP software application with advanced 

scheduling functions, analysis of production results 

and system utilisation which can also be accessed 

remotely on PCs and smart phones. The space-

saving design occupies a smaller footprint than the 

traditional PALLETECH system and is ideal for long 

periods of unmanned running.

In the turning zone, one of the highlights will be 

Mazak’s QUICK TURN 250MY. With an automated 

robot system, seamlessly integrated with Mazak’s 

SmoothG CNC, it enables complete control of 

the manufacturing cell from the CNC, as well as 

real-time data sharing and analysis with the wider 

factory. The easy-to-programme robot cell enables 

a flexible, high productivity automated solution, 

ideal for small to medium lot sizes and suitable for 

a range of applications. 

The stand-out machine among Mazak’s vertical 

machining centres on display at EMO 2017 is the 

UK-produced VCN-530C, which is equipped with 

a newly designed 18,000rpm high-speed spindle, 

ballscrew cooling on the X-, Y- and Z-axes and a 

high capacity 40-tool magazine. The machine is 

specifically targeted at the sub-contracting market. 

Another vertical machining centre highlight will be 

the VTC-760C. Equipped with Siemens Sinumerik 

828D control, machine performance and data 

can still be analysed as part of Mazak’s iSMART 

Factory concept through the use of MTConnect 

and SMART BOX.  

Visitors to the Mazak stand will be able to see 

the first European showing of its latest additive 

manufacturing machine tool, the VARIAXIS 

j-600/5X AM. It is the latest addition to Mazak’s 

growing additive portfolio available to customers 

in the European market The VARIAXIS j-600/5X 

AM employs an innovative Wire Arc-type metal 

deposition system to take the additive process 

to an as yet unseen level of speed. It enables 

manufacturers to quickly and easily grow part 

features, and then employ the machine’s advanced 

5-axis multi-surface subtractive capabilities to 

produce high-precision parts complete in single 

setups. The VARIAXIS j-600/5X AM also benefits 

from a 12,000rpm spindle combined with a rotating 

B and C axes trunnion table. It is well suited 

for a wide variety of applications, including the 

production and repair of parts for the aerospace 

and oil & gas industries.  

With such an array of new machines and 

technology being displayed on the Mazak stand 

(B56, Hall 27), there will certainly be something for 

everyone. 

Above: The VARIAXIS j-600 AM

For more information, please visit 

www.mazakeu.co.uk/emo2017
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The familiar user interface of the smartphone and tablet has been 
incorporated into the next-generation, mid-range CNC 
system from HEIDENHAIN.

For more information, please visit 

www.heidenhaingb.com

The TNC 620 no longer has soft keys at the side 

of the screen or function keys and a numeric 

keypad below. Operation is now via graphics on a 

large touchscreen, as will be demonstrated on the 

manufacturer’s stand at EMO.

This contouring CNC for prismatic machining and 

probing is a 4-axis control as standard, but can 

be extended to 5-axis simultaneous operation. In 

common with previous versions, with which the new 

unit is compatible, contour fidelity, high speed and 

excellent surface finish are obtained. The context-

sensitive, intuitive user interface shows the elements 

that a user needs during all working steps, making 

the control straightforward and reliable to operate.

The TNC 620’s familiar look and functionality has 

now been combined with modern operation using 

tapping, swiping and dragging motions on the 

screen. Easier to operate than previous control 

versions, the interface speeds data entry, location 

and manipulation, resulting in tangible increases in 

productivity. 

An operator can move graphics directly on screen 

dynamically and smoothly, zoom in or out and move 

or rotate a graphic. A pop-up keyboard appears for 

inputting text. 

Just as quickly and intuitively, swiping motions enable 

kinetic scrolling at operator-controllable speed. A 

slow, brief flick results in scrolling over a few lines, 

whereas a longer, rapid swipe scrolls over many lines 

First Heidenhain Control 
With Touchscreen

and a short tap stops the movement. 

Searching through long lists, programs and tables to 

find an NC block or tool, for example, is therefore 

much quicker. 

A video of the control in operation may be 

viewed at the following URL: www.youtube.com/

watch?v=uWmOuoxrc6k

The new MC 8410 main computer in the TNC 

620 with touchscreen technology complements 

the existing MC 7410 and MC 7420 units. For the 

machine builder, the newly designed operator panel 

MB 721 can be supplied with dual-channel feedback 

for safety-critical applications. It features three 

optional elements that can be assigned to additional 

keys, key switches or a USB connection and 

provides potentiometers for feed rate and spindle 

speed adjustment.

Included among the Walter and Ewag 

innovations for tool machining will be 

developments in Ewag tool insert grinding 

and Walter tool measuring, Walter Ewag UK 

reports – and both set new standards in insert 

production and the measurement of complex 

tools. Making its first public debut, the six-

axis Ewag Compact Line is a high-precision, 

compact and flexible machine for the grinding 

- including peripheral grinding - of inserts in 

tungsten carbide, cermet, ceramic, PCBN 

and PCD. The Ewag Compact Line’s ‘three-

in-one’ dressing unit ensures grinding wheel 

concentricity and high process reproducibility, 

plus offers wheel dressing, regeneration and 

‘crushing’ in a single package.

Also on the stand (after its debut earlier this 

year), Walter’s new Heliset Plus manual 

measuring device promises to help optimise 

the erosion (machining) times of complex 

tools by up to 30 per cent by being ‘integrated’ 

into the tool production process.  Heliset 

Plus replaces stand-alone tool measurement 

operations previously carried out remotely 

in the tool preparation area or in the erosion 

machine, directed by an intuitive user interface 

and touch screen operation. 

www.walter-machines.com

WALTER & EWAG SET 
NEW STANDARDS

EMO HANNOVER 2017

Following a four-year pause, the world’s premier 

trade fair for the metalworking sector will once 

again be opening its doors in Hanover, from 

18 to 23 September 2017. With its motto of 

Connecting systems for intelligent production, it 

will be spotlighting the issues of digitisation and 

networking for production operations.

The paramount topics of discussion in the 

international world of production technology 

are digitalisation and networking, as the EMO’s 

EMO
Hannover 2017
The World’s Premier Trade Fair For The Metalworking Sector

motto communicates. The EMO’s organisers 

are confident that the EMO Hannover 2017 will 

generate important impetus for implementing 

the much-discussed concept of Industry 4.0 or 

the Internet of Things (IoT). A foretaste will be 

provided by the EMO Hannover 2017 Preview in 

Hanover on 21 June, at which 36 EMO exhibitors 

will three months before the actual event be 

unveiling their innovations to the media on an 

exclusive basis.

From 18 to 23 September 2017, international 

manufacturers of production technology will be 

spotlighting “Connecting systems for intelligent 

production” at the EMO Hannover 2017. The 

world’s premier trade fair for the metalworking 

industry will be showcasing the entire bandwidth 

of today’s most sophisticated metalworking 

technology, which is the heart of every industrial 

production process. 

www.emo-hannover.de 

The European market is playing an increasing role 

in the sales of the Burlescombe, Devon-based 

business, with sales across continental Europe 

showing good growth. 

“Our attendance at EMO will provide our existing 

distributors an opportunity to bring customers 

along to see the latest developments in our range, 

including the recently introduced LR range of vertical 

machining centres. 

It will also be an 

ideal showcase to 

talk to new potential 

distribution partners 

as we look to 

increase our presence 

and develop new 

business across Europe,” says Howard Bamforth, 

Export Sales Director, XYZ Machine Tools.

The past few months have seen record-breaking 

sales into Europe by XYZ Machine tools and the 

attendance at EMO will help to consolidate and 

further build on that activity. On display will be a 

cross section XYZ’s machines including ProtoTRAK 

controlled mills and lathes, through the innovative 

XYZ 2-OP portable VMC to CNC turning centres and 

the new VMC 750LR vertical machining centre. 

Specific machines being shown are the ProtoTRAK 

SMX 3500 bed mill featuring a 3.75 kW (40 – 5000 

revs/min), 40 ISO spindle, and axis travels of 787 mm 

by 508 mm by 500 mm (XYZ) alongside the popular 

SLX 425 ProTURN lathe, which is available with either 

1250 mm or 2000 mm between centre distance, with 

a swing over the bed of 480 mm. 

The XYZ 2-OP enables users to rethink how they 

use machines and maximise available spindle time. 

Its compact design and portability allows it to be 

positioned anywhere in the machine shop, creating 

machining cells where they are needed. I 

The Compact Turn CT 65 combines the latest 

technology and great capacity in a small footprint, 

matched by an extremely competitive price, making 

it ideal for sub-contractors.

XYZ looks to grow European Distribution network at EMO
XYZ Machine Tools will be using its attendance at the upcoming EMO show (Hall 27, Stand A10) to 

further develop its existing group of European distributors.

For more information, please visit 

www.xyzmachinetools.com
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  The GT Series is a high-speed, five-axis 

machining centre featuring a moving column 

design with a tilting vertical spindle. This design 

creates a rigid and compact structure that 

enables highly efficient roughing and finishing 

operations to be carried out. A key feature of the 

machine is the 2000mm x 1500 mm table that 

incorporates the 750mm diameter rotary table. 

The two machine series has  axis travels of 1600 

or 2000 mm in X, 820 mm in Y and 850 mm in Z. 

The GT Series has two options for the toolchange 

with either 30 or 60 tool capacity available; 

through spindle, filtered, coolant  and in process 

probing available. To aid high-performance metal 

removal there are also two options of spindle 

speed and power, both of which are CB Ferrari-

built electro-spindle units. The first is a 20,000 

revs/min 28kW unit with HSK -A63 spindle nose, 

the second is a more powerful 16,000 revs/

min 33 kW unit with an HSK-A63 connection. 

Maximum torque is achieved at 4,200 revs/min 

and 3,000 revs/min respectively. This highly 

capable machining package is contained within 

a footprint of just 5805 mm x 4000 mm.

In addition to its machining centre ranges 

CB Ferrari is also a leader in the design and 

manufacture of laser machining systems. To 

highlight this it will be displaying its three-axis 

Laser 813 machine from its extensive three- and 

five-axis Laser Machining range.

RK International Machine Tools partners will be well-

represented with grinding machines on display from 

Perfect, Robbi, Delta, Jainnher and large capacity 

CNC milling machines from RK International’s most 

recent partnership with Lagun.

Grinding machine specialist Perfect (Hall 11, Stand 

A20) will be exhibiting the Perfect X36 surface 

grinder, which now benefits from an upgraded 

PLC control system, which allows axial-controlled 

functions to be selected according to different 

grinding conditions and other features that will 

further enhance the ease of use of this machine. 

Over at Delta (Hall 11, Stand A78) there will be a 

number of machines on display including the newly 

introduced Mini 7 travelling column surface grinder, 

the Rotax 7 fully automatic, rotary table, horizontal 

spindle NC grinding machine and the LC400 rotary 

grinder. The Mini 7 machine is the smallest of the 

three-machine Mini range from Delta and features a 

800 x 550 mm maximum grinding area. Delta makes 

use of a stabilised Meehanite cast-iron structure for 

maximum rigidity and grinding performance, with 

accuracy further enhanced by use of hydrostatic 

support on all machine slideways that generate zero 

friction and eliminates wear, with finished component 

quality further enhanced by the elimination of stick/

slip. The 7.5 kW spindle motor is a servo-ventilated 

type, with a Mackensen hydrodynamic bearing 

on the front and a pair of pre-loaded precision 

ball bearings on the rear. This eliminates wear, 

maximises durability and creates zero friction, to 

deliver fine surface finishes and high geometric and 

machining precision.

Robbi (Hall 11, Stand  A82) will be highlighting its 

large capacity CNC cylindrical grinding machine 

range with the Omicron 3615 – Industry 4.0 Edition 

machine, part of its Omicron 36 series, taking pride 

of place on the stand.

In the case of the 104 and 106 systems at EMO 

2017, customers will see new insert additions 

with a range of new diameters, radii and lengths. 

With regard to the 305 Series, EMO will present 

an entirely new indexable insert with sintered 

rake geometry, an increased range of inserts and 

new clamping holders for sliding heads as well as 

modular systems.

From a milling perspective, Guhring will be keen 

to demonstrate its new Ratio® line of roughing 

end mills. With flat crested geometry and an 

optimised roughing profile that demonstrates 

60% longer service life, the new Ratio® high-

performance roughing cutter has several 

geometry adjustments aimed at providing 

performance far beyond competitor products.  

Alongside the Ratio® will be the extremely 

popular RF100 Diver series of end mills that has 

also been enhanced for EMO. It will introduce 

RK International 
well represented at EMO

CB Ferrari unveils GT series and more
Renowned for its very adaptable multi-axis, high-speed, high accuracy 

machining solutions CB Ferrari will show for the first time at EMO its new 

GT1600/2000 machining centres at EMO Hannover (Hall 13, Stand B35).

optimised internal cooling channels and a 

program expansion for ramp drilling, grooving, 

rough finishing and finish milling. 

EMO will also note the arrival of the new 

PIONEX, the next generation of taps. This high 

performance tapping line incorporates a new 

polygon shape that generates 30% less torque 

that coincides with a geometric change of the 

taps. 

Industry 4.0 will also be a key focus for Guhring 

at EMO 2017 and around this subject matter; 

the German innovator will be introducing 

enhancements to its software-based tool 

management.

Guhring To Introduce New Products
In Hall 25 on Stand B60, Guhring will be demonstrating a complete line 

of extended and new tooling lines aimed at optimising productivity and 

performance. 

For more information, please visit 

www.iwshltd.com

For more information, please visit 

www.guhring.co.uk www.rk-int.com
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NCMT Fixture Solutions will demonstrate at 

EMO 2017 the advantages of the photo-activated 

adhesive system, Blue Photon.

It is intended for the manufacture 

of workholding systems for use on 

machine tools and is ideal for securing 

awkwardly shaped parts for tight-

tolerance machining and inspection.

The process involves applying an 

adhesive that is cured by ultraviolet 

light via an LED spot curing system. 

The adhesive can subsequently be 

melted and the machined workpiece removed by immersion in hot water or 

by application of another heat source, which optimally should be at 80°C. 

Alternatively, the adhesive contact points can be sheared to free the workpiece 

by rotating the gripper pins in the fixture plate with a spanner. 

Use of the technique is predicted to grow rapidly due to its ability to hold 

components securely with an average shear resistance of 136 kg per gripper 

point, yet allow cutters excellent all-round access for machining on five sides. 

Unlike magnetic clamping systems, it can be used to secure not only ferrous 

metals but also non-ferrous metallic parts as well as ceramics and composites, 

including delicate materials.

Blue Photon is ideal, for example, for clamping a turbine blade to enable 

the fir-tree and wedge face on the root as well as the shroud end features 

at the tip to be ground in one-hit. Traditionally, due to clamp interference, 

multiple operations are required on conventional CNC grinders. The single 

manufacturing process is not only faster, but also eliminates work-in-progress 

and the risk of introducing inaccuracy due to repeated refixturing. 

The novel turbine blade fixture incorporates four gripper inserts that, once 

adhesive has been applied and cured, hold the blade securely by one side of 

the aerofoil. The fixture is then mounted on the table of a Makino iGrinder using 

a zero-point clamping system to ensure a high degree of repeatability. NCMT is 

licensed to sell this Japanese manufacturer’s VIPER grinding solutions not only 

in the UK but across Europe.

Tests have shown that the clamping force produced by the fixture can easily 

withstand the requirements of machining. Material removal rate actually 

exceeded that achieved when the blade was mechanically clamped, as the 

pressure had to be limited to avoid component distortion and loss of accuracy.

Adhesive Workholding System 
To Be Demonstrated

For more information, please visit 

www.ncmt.co.uk

ISCAR’s INDUSTRY 4.0-standard tools help 

customers adapt to high speed and high feed 

machining, minimum quantity lubrication (MQL) and 

other modern machining strategies which comply 

with the user/machine connectivity demands of the 

“Internet of things”.

ISCAR continues to expand its existing array 

of products, which have established many 

benchmarks in the global metalworking industry. 

In today’s economy with tight resources, 

lean operations and challenging demands, 

manufacturers need more support from their supply 

partners. ISCAR’s new innovative tool families 

assist users to increase profitability by employing 

leading-edge engineering solutions. These new 

ISCAR tools will enable manufacturers to continue 

to improve their efficiency in metalworking by using 

modern machining strategies.  

The new tools focus on increased productivity with 

smart insert locking mechanisms to create a more 

stable machining process. ISCAR has responded 

to the latest market demands, which have grown 

from the all-pervasive trend toward high-speed 

machining and mill-turn machining centers,  with 

a range of upgrades in both tools and insert 

geometries, leading to less machine downtime and 

less labor.  

Some of the products that will be on 

display are:

DOVE-IQ TURN: An innovative dovetail pocket 

combined with a lever clamping mechanism 

provides very firm and rigid insert clamping for 

heavy turning.

WHISPERLINE: ISCAR’s anti-vibration tools for 

turning and grooving feature new tool mechanisms 

to decrease vibrations, improve surface quality and 

increase insert tool life. 

DOVE-IQ GRIP: This line of tools has a unique 

frontal locking mechanism designed for deep heavy 

grooving applications with unobstructed chip flow.

PENTA-IQ GRIP: This remarkable design of small 

pentagonal inserts with 5 cutting edges is intended 

for deeper and more accurate grooving and parting 

applications.

HELI-IQ-MILL 390: Milling inserts with 3 cutting 

edges and advanced cutting geometries function 

with reduced cutting forces and lower power 

consumption. This is an economical advantage 

over inserts with 2 edges.

MILL4FEED: A new family of FEEDMILL tools that 

carry square single-sided inserts with 4 cutting 

edges, designed for reducing cutting forces when 

used on low power machines or long overhang 

applications.

DOVE-IQ MILL: Milling insert featuring a unique 

design with 8 cutting edges for a wide range of 45o 

face milling applications, roughing and finishing 

operations on a wide range of materials.

FLASHTURN: A wide range of ISOTURN small 

size inserts that provide an economical advantage 

regarding cost per cutting edge. They are available 

in a wide range of geometries, corner radii, 

chipformers and the most advanced carbide 

grades. 

DECA IQ THREAD: This unique geometry is a 

16mm round insert with 5 double-sided corners 

that provide 10 cutting corners. The new geometry 

provides the most economical price per threading 

corner compared to 3 cornered laydown inserts.

CHAM-IQ-DRILL 700: Features a unique design, 

utilizing the carbide flexibility for self-locking; 

eliminating the need for clamping accessories. 

Extremely accurate and provides high cylindricity 

due to an advanced self-centering edge geometry.

SUMOCHAM IQ: Expanded SUMOCHAM drilling 

head options, featuring a revolutionary drilling head 

geometry that features concave cutting edges 

which substantially enhance the self-centering 

capability of the drill. No pilot hole is necessary.

TANG-GRIP IQ:  Single-ended parting inserts with 

an unbeatable clamping method; features a flat 

blade, thus eliminating chip obstruction.

ISCAR strives to work closely with customers, 

not only to develop new technologies that meet 

emerging needs, but also to maximize the 

value of investments in modern machinery by 

increasing equipment utilization and optimizing 

performance. ISCAR’s tools and inserts are 

well-suited for the new generation of machining 

centers, enabling increased feeds and speeds for 

highly productive machining operations as well 

as intelligent data sharing. These tools are a part 

of ISCAR’s commitment to the ongoing success 

of its customers and to the increasingly relevant 

standards of INDUSTRY 4.0.

ISCAR connects at EMO
The ISCAR EMO Exhibition stand will emphasize the theme ‘Machining 

Intelligently’ and will be displaying a wide range of leading-edge tools. 

For more information, please visit 

www.iscar.co.uk
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VERICUT 8.1 sees enhanced support for Force™ 

optimisation, a new Additive Manufacturing (AM) 

module being employed, along with, Workpiece 

Sectioning, X-Caliper measurement tool, Report 

template, and Grinding and Dressing operations.

VERICUT’s Force optimises NC programs by 

analysing cutting conditions such as force, chip 

thickness, and feed rate. In this latest version, 

Force can display graphs and charts in real-time, 

revealing cutting conditions and forces as they 

are encountered by cutting tools. This feature 

allows the NC programmer to identify undesirable 

cutting conditions such as excessive forces, 

chip loads, tool deflection, or material removal 

rates represented as spikes in the graphs. Force 

Charts are dynamically linked with VERICUT’s NC 

Program Review, making it easy to review problem 

cutting conditions. With one click on the chart, the 

user is taken to the location in the CNC program 

and shown the actual cut in the graphics window. 

By optimising toolpath feed rates Force reduces 

production time, prolongs tool life, and produces a 

higher quality finished product.

VERICUT’s Additive module simulates both 

additive and traditional machining capabilities 

used in any order on hybrid CNC machines. 

Simulating both operations can identify potential 

problems that can occur when integrating additive 

methods. The user can access detailed ‘history’ 

stored with VERICUT’s unique droplet technology, 

which saves programmers time by quickly 

identifying the source of errors, in most cases 

using a single mouse-click.

It checks accurate laser cladding and material 

deposition, detects collisions between the 

machine and additive part, and finds errors, 

voids, and misplaced material. Users can virtually 

experiment with combining additive and metal 

removal processes to determine optimal safe 

hybrid manufacturing methods.

VERICUT’s new Section dialog makes it easier 

and faster to see inside a part during simulation. 

This allows the user to check proper fit, and 

identify interference between the workpiece and 

At EMO 2017 on Stand A18 in Hall 

4, MAPAL will demonstrate why 

its global sales are continuing 

to rise through the ongoing 

development of innovative 

new product lines. The 

manufacturer of precision 

tools will be using Europe’s 

leading manufacturing 

exhibition as the launch pad for its new c-COM 

cloud based data platform as well as a host of 

new product lines.

At EMO, MAPAL will be focusing upon the 

extension of its holemaking line, with the arrival 

VERICUT Software Version 8.1 at EMO
CGTech will exhibit its latest version of VERICUT 8.1, CNC machine 

simulation, verification and optimisation software at the EMO Show 

in Hanover, Germany, Sept. 18-23, in Hall 25, Stand D07. 

machine components. The X-Caliper measuring 

tool identifies model thickness, length, and width 

dimensions. In 8.1, measurements are shown 

on the part, and can be rotated with the part, 

zoomed, or dragged to a different location. Multiple 

dimensions can be displayed to quickly document 

key measurements with on part dimensions, 

and setup dimensions designed for inspection 

aids. Dimension images are easily referenced in 

VERICUT reports.

Enhanced support for Grinding and Dressing 

operations means users can now simulate 

Dressing: where a secondary tool is applied to 

a grinding wheel to freshen the grinding surface, 

or to change the grinding wheel cutting shape. 

VERICUT can simulate the Dynamic compensation 

needed while the dresser is used, even when the 

grinder is engaged with the part.

of its new CPR500/510 replaceable head reamer. 

Incorporating optimised cooling that offers an 

economic advantage in cast machining, this 

new arrival can significantly extend tool life as 

its solid carbide replaceable heads are designed 

with an innovative CVD coating. This coating 

was especially developed by MAPAL for cast 

machining and it has already been successfully 

used for milling. 

Offered in diameters from 8 to 40mm, the new 

development of the CPR500/510 is its optimised 

cooling using a sleeve. The issue of cooling is 

very important for cast machining due to the 

abrasiveness of the material, which is now 

resolved by the internal coolant supply and the 

outlets that direct fluid at the cutting edges.

Complementing the new reaming line will be a 

complete programme of ISO indexable inserts 

for boring steel, stainless steel and heat-resistant 

cast-steel. This new ISO indexable insert series 

will be available as standard or as special 

designs. For this new product line, MAPAL has 

gone beyond the call of duty. The new range 

incorporates new coating developments and an 

optimised carbide substrate for the inserts.

MAPAL To Introduce New Milling & Holemaking Lines

For more information, please visit 

www.cgtech.com

For more information, please visit 

www.mapal.com/en/

Intelligent machining processes are critical to 

companies that want to exploit the full benefits of 

Industry 4.0 and throughout its main stand (hall 

6, B46) Renishaw will demonstrate the power of 

integrating its latest measurement technologies 

within a manufacturing process.

In hall 27, Renishaw will also exhibit in the 

new Additive Manufacturing Zone, where it will 

demonstrate software and systems for metal part 

manufacture at stand A72. This includes the latest 

version of the company’s build file preparation 

software, QuantAM 2017, which has been 

designed specifically for Renishaw metal additive 

manufacturing systems; RenAM 500M 

and AM 400. 

Integrated measurement 
is Renishaw’s focus

Products highlighted in hall 6 will include a new 

contact scanning system for CNC machine tools, 

new software for the Equator™ flexible gauge 

which allows users to fully integrate the system 

with CNC machine tools, new on-machine and 

mobile apps that simplify the use of machine tool 

probing, an enhanced non-contact tool setter 

for machining centres, a new multi-probe optical 

interface system, a new surface finish probe for 

co-ordinate measuring machines (CMMs), and 

new software that enhances the functionality of 

Renishaw’s XM-60 multi-axis calibration system. 

Visitors to EMO Hannover 2017 will also see 

Renishaw’s new machining cell concept, which 

demonstrates how the ability to monitor key 

process inputs, analyse data and continuously 

improve manufacturing processes facilitates 

increased productivity and higher accuracy. Simply 

measuring the output of a manufacturing process 

using ‘tailgate’ inspection is not enough and, 

more often, too late to control all the variability in 

a manufacturing process. It is critical that checks 

and measurements are also made before, during 

and immediately after machining to control both 

common-cause and special-cause variation.

Renishaw  will be exhibiting its extensive range of metrology and additive 

manufacturing systems on two stands at EMO Hannover 2017, which takes 

place in Germany from the 18th-23rd September 2017.

For more information, please visit 

www.renishaw.com

EMO HANNOVER 2017
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A compact, automated bending cell for producing 3D sheet metal components, 

comprising a Bystronic one-metre / 40-tonne capacity Xpert 40 press brake 

fitted with the manufacturer’s new Mobile Bending Robot, will be promoted 

at Northern Manufacturing 2017, Stand D38. The automation module is 

wheeled in front of the press brake and simply interfaced to it in a plug-and-

play arrangement. In a matter of minutes, users can set up the robotics and 

load sheet metal blanks for bending. 

IDExhibition Preview

Bystronic to focus on 
press brakes and automation

Programming is carried out conveniently offline 

and ByVision Bending software allows data to be 

imported without interrupting the job currently in 

progress. The result is a cell with a high degree of 

process reliability that lends itself well to minimally-

attended, multi-shift operation.

Retrofittable to any Xpert 40 press brake in the 

field, Mobile Bending Robot allows automatic 

production for larger runs of components, yet 

rapid access for manual bending of smaller 

batches and one-offs by quickly setting the 

robot module aside. All quantities can therefore 

be produced as quickly and cost-effectively as 

possible, ideal for subcontractors and other shops 

where order quantities are unpredictable.

An interesting feature of the cell is that, as the 

automation module is on wheels and the press 

brake itself is small enough to be moved by fork 

lift truck, the entire assembly can be relocated 

anywhere in a factory to suit variable production 

needs.

For more information, please visit 

www.bystronic.com

 Northern Manufacturing 
& Electronics 2017

Exhibition PreviewID

Northern Manufacturing & Electronics, the North’s 

industrial technology and electronics show, returns to 

EventCity, Manchester on September 27th and 28th. 

Over its five year history, Northern’s exhibitor list has 

developed into a unique blend of major global brands and 

local engineering firms, highly attuned to the particular 

needs of the region’s burgeoning manufacturing sector. 

8.8% of total UK exports originate from the North 

West, and manufacturing makes the largest 

contribution to the region’s economic output of any 

in the UK. The show’s central Manchester location 

puts it at the centre of this highly industrious region, 

providing the perfect showcase for both the latest 

industrial hardware and the considerable range of 

engineering expertise the North has to offer. Visitors 

will see a wide range of advanced manufacturing 

technologies from firms such as Haas Automation, 

Yamazaki Mazak, Bystronic and Amada; 

production hardware from Nikon Metrology, Faro 

Technology and others; components from Lemo, 

Fischer Connectors, Flow Technology; electronics 

production from LCL Electronics, European 

Circuits and many more leading vendors.

There’s a superb free technical seminar programme 

too, addressing a wide variety of practical 

topics such as the effective implementation of 

Lean, overviews of Industry 4.0 and advanced 

manufacturing and an essential guide to assessing 

the impact of the forthcoming General Data 

Protection Regulations.

Free entry and free onsite parking for 3000 cars 

make it possible to easily fit in a visit as part of 

a working day. EventCity is also easily reached 

by public transport from Manchester city centre 

for those wishing to spend a more relaxed day 

exploring what the show has to offer.

To register online for free tickets simply 

visit www.industrynorth.co.uk  Visitors 

can follow all the latest news from the 

show at linkedin.industrynorth.co.uk, 

or on its blog page at http://blog.

industrynorth.co.uk

Visit: www.industry.co.uk
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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
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ownership of the content of these links quotes and tweets and have 
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#KUKA and #Volkswagen want robots to help you charge your electric 

car: http://bddy.me/2h0jmH3 

RT @AxisPrecisionEn: Why your complex components don’t 

match the CAD drawings #UKEngineering

Do you have a requirement for quality machined fabrications? 

#Engineering

The ONS released its preliminary estimate for the UK economy 

in the 2nd quarter of the year at +0.3%. Find out more: http://

ow.ly/4ret30dYPK5 

@KUKA_Systems

@UKmfg

@Unilathe

@mta_uk

#MACH2018 provides an ideal opportunity for you to exhibit 

your latest products and services to key decision makers. http://

ow.ly/u1aI30dYRy4 

@MACHexhibition




