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NewsNews

Cheshire Classic Cars provide sales, service and restoration 
of a full range of classic prestige, competition and high 
performance cars.  The company is renowned for preparing 
the world’s most prestigious marques.

In order to achieve better control of component cleaning 
and improve cost efficiency, Cheshire Classic Cars 
decided to bring carburettor cleaning in-house, which was 
previously out-sourced.

To maintain the highest standards of engineering when dealing with high performance and 
collectable vehicles, Cheshire Classic Cars required an ultrasonic cleaning system.

To meet the specific needs of the company, Ultrawave supplied a 30Litre IND2850D from their 
Industrial range of precision ultrasonic cleaners. These machines are designed for demanding 
maintenance and manufacturing applications.

Simon Ball, Chief Technician and Workshop Manager of Cheshire Classic Cars said: “When 
deciding to take our component cleaning in-house, we knew we needed ultrasonic cleaning 
technology of the highest quality to maintain our exacting standards. We are very pleased 
with Ultrawave’s IND2850D which perfectly meets our needs for efficiency and results. By 
completing a full cleaning cycle in just 50 minutes, it has saved us a huge amount of time as 
a result.”

Ultrawave Drive Success
Ultrawave have supplied an IND2850D ultrasonic cleaner to Cheshire 

Classic Cars, one of the UK’s leading classic car specialists with a worldwide 

customer base.

For Further Information:
www.ultrawave.co.uk

The reaction from those companies was 

extremely positive, with all of them ‘getting’ 

the concept, several placing machine orders 

on the spot, and many more generating 

extremely strong enquiries that will lead to 

further machine sales.

With improving the UK’s productivity a hot topic at present, this was a perfect opportunity to 

introduce potential customers to the significant benefits that the portability and versatility of the 

XYZ 2-OP can bring to the typical sub-contract engineering company. Key to these benefits is 

the fact that when used in conjunction with existing machines, the XYZ 2-OP creates a highly 

productive cellular manufacturing capability.

XYZ takes 2-OP on tour
XYZ Machine Tools recently took its innovative 2-OP portable vertical 

machining centre on tour, demonstrating the concept of the machine to more 

than 70 companies over a series of five one day events.

Visit the XYZ Machine Tools website and watch the 2-OP video 
www.xyzmachinetools.com  

The scope of the GTMA’s accreditation covers: ‘The 

provision of supply chain solutions; business services; 

technology transfer, and industry networks for companies 

throughout the engineering supply chain’.

The association’s chief executive, Julia Moore, explains: 

“We have developed a committed strategy to focus on all 

the major high technology market sector opportunities, from 

aerospace to automotive and medical to marine. Our work 

with OEMs and first tier suppliers has seen initiatives to raise 

standards within our membership base, which is now seen 

as a valuable resource for buyers forming and reinforcing 

manufacturing supply chains in all industry sectors.”

The show explores Roman infrastructure and ingenuity, 

all below ground level. We journeyed via the icy, crystal 

clear waters of subterranean aqueducts that feed the Trevi 

fountain and two thousand year old sewers which still 

function beneath the Roman Forum today, to decadent, 

labyrinthine catacombs. Our laser scans map these hidden 

treasures, revealing for the first time the complex network of 

tunnels, chambers and passageways without which Rome 

could not have survived as a city of a million people.

Used in the program is our very own FARO Focus3D. The 

FARO Focus3D Laser Scanner creates a precise, virtual 

copy of the scanned objects at millimeter accuracies in 

only minutes by capturing up to 976,000 data points per 

second. At those speeds and with features such as auto-

registration, projects are completed in a fraction of the 

time and can accrue savings up to 50% in scanning and 

processing time. Intuitive controls on the touchscreen 

display make the Focus simple to operate; its small size and 

weight facilitate portability and setup on site.

Easily document building construction, excavation volumes, 

façade and structural deformations, crime scenes, 

accidents, industrial buildings, and more in 3D.

The optional 20K spindle is ideal for applications 

that require high spindle speeds, and powerful 

enough to mill hard-to-machine materials. It 

allows rigid tapping to 5000 rpm, with up to 

four times retract speed to reduce cycle times. 

The spindle is powered by a 15 hp vector drive 

system that yields 16 ft-lb of cutting torque, and 

the motor is coupled directly to the spindle to reduce heat, increase power transmission, and 

provide excellent surface finishes.

Built in the USA by Haas, the DT-1 Drill/Tap Center is backed by the worldwide network of Haas 

Factory Outlets.

Haas DT-1 Drill/Tap Center Now Available 

with 20K Spindle
The highly popular Haas DT-1 Drill/Tap center is now available with a 20,000-

rpm inline direct-drive spindle, giving customers the ability to run higher 

feedrates for small tools and high-speed machining operations.

For Further Information:
www.haascnc.com

Focusing on in & offline 3D measurement technology 

within body shell manufacturing, the Automation 

Forum will showcase how top vehicle manufacturers 

are driving productivity by moving quality assurance 

into the production process.

Among the highlights will be a live demonstration 

of the new facility’s 360˚ SIMS (Smart Inline 

Measurement Solutions) cell. Utilising the large-area 

measurement capabilities of white light scanning equipment alongside advanced industrial 

robots and patented integration systems, 360˚ SIMS is Hexagon Metrology’s complete 

solution for fully-automated dimensional process and quality control. A technology tour will 

also enable attendees to get hands-on and test other leading hardware and software from 

Hexagon Metrology.

The Automation Forum will feature presentations from top-class speakers on current trends 

in the automotive world and beyond.  Headline presentations include a session on simulation 

and virtual offline programming from Dr Johan S. Carlson, Director of the Fraunhofer-

Chalmers Centre. Mark Fulthorpe from IHS Automotive will speak how OEM are adapting to 

the changing needs of the market to increase flexibility in production. In addition the guests 

can expect how manufacturers can overcome the IT challenges of large data and interfaces 

as well as HR insights about needed skill sets. 

The Automation Forum takes place in Wetzlar, Germany from 30 September to 1 October 

2015. Attendance is free but spaces are limited.

Automotive Industry Professionals 
Invited To Two-Day Technical Event

Hexagon Metrology has announced plans to celebrate the opening of its new 
Automation Centre in Wetzlar with a technical event for the automotive industry. 

For more information, visit:
www.hexagonmetrology.de/eng/automationforum

Its unique permanent 

lubrication provides a 

faster and more even 

distribution of the lubricant, 

even with short strokes. 

The complete contour of 

the patented multi-tooth 

guidance is equipped with 

grease pockets, which 

ensures a continuous 

supply of lubricant. This 

principle of the minimal 

quantity lubrication increases the already great life span of 

the SCHUNK best sellers.

This truly multi-functional 

new tool is capable of helical 

interpolation milling, ramping, 

slotting, counter-boring and 

drilling with a single tool. 

Taking flexibility to a whole 

new plateau, the NC Helix Drill 

only requires six different tools 

for drilling precision holes from 13 to 65mm diameters. 

Furthermore, the drill is supplied with just one insert grade 

that can machine a wide variety of material types.

A New Benchmark InThe Field 
Of Grippers

For many years, the SCHUNK PGN-plus 
universal gripper has been considered a 
benchmark for gripping modules.  With the 
new PGN-plus Permanent, SCHUNK, the 
competence leader for clamping technology 
and gripping systems is raising the bar.

For further information www.gb.schunk.com

GTMA attains accreditation
Further establishing its credentials as one of 
the foremost trade associations the GTMA is 
pleased to announce that it has recently been 
assessed within the scope of ISO 9001:2008 
and has had its quality management systems 
successfully accredited.

For Further Information:

GTMA  

Manufacturing Resource Centre

Tel: 0121 392 8994

Rome’s Invisible City
BBC’s ONE’s 60 minute special Rome’s Invisible 

City follows ScanLAB Projects and presenters 

Alexander Armstrong and Dr Michael Scott as 

they explore the hidden underground secrets of 

Ancient Rome.

With tool changeovers and reduced ‘chip to chip’ 

time being buzzwords among highly productive 

machine shops, Advanced Carbide Tooling (ACT) 

has now introduced its exciting new NC Helix Drill 

from Nine9 to eradicate ‘non-cutting’ times.

One Tool Does It All...

For further information

www.advancedcarbidetooling.co.uk

For further information

www.faro.com
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The response was a resounding yes, to join Hannah 

on her charity ride in the, even though the event 

came the day after the London GP where they were 

competing against some of the world’s best female 

cyclists and, the start time the following day was at 

6:00am! Good to their word Hannah was joined at 

the start by Rose Osborn, Becca Carter, Brit Tate, 

Cha Joiner, Jo Tindley and Lydia Boylan, plus Sports 

Director Rick Lister, along with Brit’s boyfriend Rob, her 

mum and dad, Jill and John, as well as Claude Sun, 

WNT’s Worldwide Managing Director, who flew in from 

Germany especially for the challenge. By the end of the 

ride they had raised almost £4000, with more money 

being pledged all the time though Hannah and Team 

WNT’s Just Giving page.  

The money raised will help Anthony Nolan develop the support that it gives to patients such as 

Tom, who has already had three bone marrow transplants, including one from Hannah, to try 

and resolve the Aplastic Anaemia that he suffers from.

Team WNT goes the extra (100) miles 
to raise money for Anthony Nolan

In times of difficulty you realise who your true friends are, that was the case 

when Team WNT rider Hannah Walker said that she was putting her cycling 

skills to good use to raise funds for the Anthony Nolan Charity, to repay them, in 

part, for the support given to her brother Tom, who suffers from a very rare blood 

disorder.  As soon as she mentioned it, her team mates stepped up to support her.

For Further Information:
WNT (UK) Ltd.   |   www.wnt.com    |   Tel.: 0800 073 2 073

The extension to the renowned MicroQuik boring 

line is the result of meeting market demands for 

extremely precise solid carbide boring and profiling 

tools that deliver astounding tool life. The MicroQuik 

combines these attributes with a toolholding system 

that is easy to set-up and guarantees repeatability 

with its 3-point location system.

The QPF line of boring and profiling tools has a geometry with a 50 degree clearance angle that 

permits 45 degree cone machining on the internal diameter.  The QPF also has a corner radius 

of 0.13 or 0.2mm to improve surface finishes, tool life and chip breaking. To further enhance 

tool life, the QPF line is available with five rigid shank diameters that can machine maximum 

bore depths from 5.1 to 53.3mm with minimum bore diameters as small as 1.27mm through 

to 12.5mm for the largest shank.

ITC Cuts a New Profile With Extensive ID Turning Line
The continued development of the Micro 100 line of boring tools available in the 

UK from Industrial Tooling Corporation (ITC) now sees the Tamworth tooling 

specialist offer the QPF and QPR line of boring and profiling tools for intricate 

feature machining on small internal diameters.

For Further Information:

Industrial Tooling Corporation Ltd.

Tel: 01827 304500    |    Email: sales@itc-ltd.co.uk

The new mechanical, multi-clamping grid plate system 

allows up to four vices or fixtures per plate to be 

clamped and released using only one actuation screw, 

making it possible to reduce and divide set-up time by 

a factor of four, increasing the ease of operations. The 

various ways to equip the machine table by aligning 

different sized grid plates is almost unlimited and the 

plates work in any orientation. This will help machine 

shops achieve maximum space and flexibility on the 

bed or table of any machining centre or milling machine.

Two grid plate sizes are available with an array of four by four or two by four locations, 

measuring 384 by 384 and 192 by 384 mm respectively. The Quick-Point plates can be 

placed in any configuration on the machine tool’s bed or table to provide multiple locations for 

fixtures and direct component location, as well as the fitting of the Lang Makro-Grip system 

that requires just 3 mm of clamping depth on a square or rectangular workpiece to provide 

maximum holding power at minimum clamping force. Advantages include material savings due 

to minimal wastage and unrestricted access for five-face machining that facilitates the use of 

short cutting tools.

Adding to its 

barfeed, X-Tract 

and Rota-Rack 

units for feeding 

and catching 

parts on turning 

centres, the new 

Turn-Assist and Mill Assist Series of automatic loading 

and unloading systems will now enable Hydrafeed to 

offer complete automation for turning and machining 

centres.

The unique Turn-Assist system allows the unit to be 

deployed on CNC turning machines of all brands of 

both existing and new machine tools. The interface 

of the Turn-Assist system is characterised by its user-

friendliness, as its design requires no specific robot 

knowledge for operation. Most importantly, the Turn-

Assist can be set up in less than 5 minutes.

With the Fanuc robot set up in an inclined position, 

the machine-opening remains fully accessible to the 

operator, as does the swarf tray. This provides easy 

access for machine cleaning and tool changes. can 

also be opened as normal for emptying or maintenance. 

The Robojob software even proposes which type of 

gripper or gripper fingers should be used. The Turn-

Assist system uses a unique patented servo-operated 

stacking table, which helps to realise optimum use of 

space for varying work piece sizes. No matter what the 

dimensions of the part to be processed (Ø23mm to 

Ø180mm), they fit perfectly on the stacking table. This 

impressive system can reduce operator costs, improve 

productivity and consistency whilst also permitting cost 

effective lights-out production.

Hydrafeed Offers Complete Automation 

Solutions With New Agency

Hydrafeed has cemented its benchmark 

position for improving productivity of lathes 

by becoming the UK’s exclusive agent for 

the Robojob series of automated loading and 

unloading systems.

For Further Information:

Hydrafeed Ltd

Tel: 01908 376331

Web: www.hydrafeed.co.uk

Thame Offers Efficiency On A Plate
Now available from Thame-based workholding and fixturing specialist, Thame 

Workholding, the Lang Quick-Point multi-clamping system is the latest 

addition to the company’s modular zero-point clamping system that can be 

retrofitted to almost all machine tool’s table, making it a perfect solution for 

time saving change-over of vices, fixtures and workpieces. 

For Further Information:

Thame Workholding   |   Tel: 01844 208050   |   www.thame-eng.com

Renowned for market leading cutting tools for hard 

part machining, NTK has now launched its new line 

of hard turning insert grades. The new range of PVD 

TiCN coated B5K and B6K inserts have been created 

to improve performance when conducing high speed 

turning of hardened steel, grey cast iron, ductile cast 

iron and steel rolls. 

The two new CBN coated grades have been developed to enhance productivity and extend 

tool life when machining hardened steel and additional difficult to cut materials. The new B5K 

grade is suitable for the continuous to light interrupted machining of hardened steel and its 

geometry also makes it suitable for the finish machining of ductile cast iron. For more robust 

machining demands, the B6K compliments the B5K with its ability to conduct medium to heavy 

interrupted machining of hardened steel. 

The new B5K grade delivers outstanding wear resistance when continuous and light interrupted 

turning at cutting speeds in the region of 200m/min with depths of cut up to 0.2mm. For 

heavier cutting parameters, the B6K has the capability to run at a cutting speed beyond 220m/

min with a depth of cut up to 0.2mm at a feed rate of 0.08mm/rev.

NTK Introduces Hard Turning Insert Grades
Renowned for market leading cutting tools for hard part machining, NTK has 

now launched its new line of hard turning insert grades.

For Further Information:

www.ntkcuttingtools.co.uk

Heavy Duty Rotary Coupling

This type of coupling is used in conjunction with large 

boring machines and facilitates the automatic loading 

and unloading of special boring and facing heads. 

These are also designed and manufactured by Cogsdill 

Nuneaton specifically, but not exclusively for use in the 

manufacture and machining of valve blocks for the Oil 

and Gas industry.

In this instance Spindle Services worked from designs 

provided by Cogsdill’s client, into which we were able to 

provide and incorporate our technical expertise to the 

finished product.

The assemblies were over 500mm in diameter which 

causes a unique set of manufacturing challenges, 

which Spindle Service were more than capable of 

overcoming. With years of industry experience in 

handling large diameter components and working with 

third parties, Spindle Services were able to deliver the 

finished product to the required accuracy and quality 

needed for oil and gas extraction components.

Spindle Services were approached by 
Cogsdill Nuneaton Ltd to manufacture a 
precision heavy duty rotary coupling to their 
design and specification.

Mr Cousins (55) brings with him a wealth 
of manufacturing and machine tool sales 
experience.

For further information Contact:

www.spindleservices.co.uk 

For Further Information:

ETG   |   www.engtechgroup.com

A time served toolmaker by trade, he has the added 

advantage of experience of working on both sides of 

the business having also run his own successful mould 

tool making company in the North East for a number 

of years. 

After selling that business he turned his hand to 

machine tool sales working first with Mitsubishi EDM 

before embarking on a 12 year spell as area sales 

manager for DMG looking after the North East and 

Scotland. He then became DMG Mori’s business 

development manager for three years before joining 

ETG at the start of July.

The Engineering Technology Group has 
announced the appointment of Stewart 
Cousins as UK sales manager
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Providing process safety, short setup 

times, high speed and high accuracy, MBS 

diaphragm chucks offer manufacturing 

companies some major advantages.

Traditional 3- and 4-jaw chucks feature sliding 

jaws that move to clamp and release the 

workpiece, in operation diaphragm chucks 

differ as the jaws are opened, 1.6 mm on 

diameter, by deforming the diaphragm plate 

they are mounted upon. This is achieved 

by use of the draw-tube or by an inbuilt air 

cylinder using pneumatic pressure. It can be applied to OD machining and ID clamping with a 

mandrel-type jaw design.

Once the pressure required to deform or bend the diaphragm is released it returns to its normal, 

clamped condition, making it fail-safe during use. MBS chucks also ‘pull back’ the workpiece 

to physical stops that help to achieve the <2 micron accuracy levels attained. 

The pneumatically activated MBS-L and -DL ranges extend from 80 to 300 mm and 125 to 300 

mm respectively. Clamping forces are from 50 to 3,640 daN consistently held at speeds up to 

11,000 rpm. Operated by draw-tube the MBS-Z and –DZ ranges cover the same diameters 

but the clamping forces increase with 1,790 to 

6,230 daN available. Both the –DL and –DZ are 

through bore chucks. 

However the diaphragm is actuated the 

clamping force can be varied even when the 

spindle is turning. So, thin-walled or semi-

flexible parts can be securely held while the 

very accurate adjustment of the clamping force 

ensures no deformation of the part during any 

machining operations.

Sealed by design without jaw guideways the MicroCentric MBS chucks are virtually maintenance 

and lubrication free for a lifetime. Enveloping the raw material to provide a high degree of 

surface contact and with the ability to finely adjust the clamping force they are especially 

suited to the machining of abrasive and fragile materials such as pre- (green) and post-sintered 

carbide metals and ceramics.

The new version includes more options for automation 

of inspection sequences, including automated probe 

changes, automatic feature extraction for point cloud 

batch inspection, and greater control over collision 

checking. 

  

The main improvement for users of CNC CMMs is 

the addition of support for MCR20 and FCR25 probe 

change racks.  PowerINSPECT can now incorporate 

probe changes into fully-automated measurement 

sequences.  Enhancements to the probe database 

allow the user to define probe tools in terms of ‘sub-

assemblies’ which can be docked in the rack ports.  A 

typical example of a sub-assembly is the combination 

of a probe module and a stylus.

Once created, the sub-assemblies are allocated to 

specific ports in the probe change rack, and the user 

defines the physical location of the rack on the CMM 

by measurement.  PowerINSPECT carries out probe 

changes as required by the measurement sequence 

and keeps track of the sub-assemblies as they move 

between the probe head and probe rack.

MicroCentric Diaphragm Chucks Offer 
Accuracy And Consistency

The MicroCentric MBS range of diaphragm chucks available exclusively 

from Tamworth-based workholding specialist, Leader Chuck Systems, 

have been designed and manufactured to support modern high 

performance machining operations.

For Further Information:

Leader Chuck Systems Ltd

Tel: 01827 700000   |   www.leaderchuck.com

PowerINSPECT Makes Complex 
Inspections Faster And Easier

The 2015 R2 release of Delcam’s PowerINSPECT 

inspection software makes it easier to 

complete fast and accurate inspection of 

complex assemblies.

For full details, including video demonstrations 

of the new options, please go to:

www.delcam.tv/pi2015/lz/en/
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Based on proven and patented Rolls-Royce 

technology, MetLase will provide innovative 

engineering solutions to applications where 

precision and speed of deployment are 

increasingly critical.

Initially focused on aerospace, automotive, motorsport and the medical market sector, the 

new company will initially create around 30 high-end, technical engineering jobs at its new 

headquarters on the Advanced Manufacturing Park (AMP) in Rotherham.

The drive to reduce development lead times whilst solving the most complex manufacturing 

problems is creating increasing demand for MetLase solutions.

Currently it can take months to design and manufacture a special tool or product using 

conventional methods and thinking. Applying MetLase technology can reduce this from 

months to weeks or days saving valuable time and enabling products to be brought to market 

far more quickly.

Hamid Mughal, Director of Manufacturing, Rolls-Royce, said: “We see creating a JV with 

Unipart as an excellent opportunity to work with a well-established cross-sector partner with 

complementary skills to help accelerate the development of the MetLase technology and widen 

its use into a broader range of markets.”

Rolls-Royce And Unipart Announce
Plans For Joint Venture

Rolls-Royce, the power systems and aero-engine manufacturer and Unipart, the 
manufacturing, logistics and consultancy group, have announced their intention 
to form a joint venture for the development and delivery of manufacturing 
solutions for advanced fixturing and products applicable across a range of 
manufacturing industries.

The construction of the 40,000sq m facility will begin in August and should 
be finished in autumn 2016. Around 200 jobs will be created during the 
construction phase.

Dozens of jobs are being created by the 
precision engineering firm expanding into a 
new Birmingham plant.

The expansion, which first came to light last summer, 

will allow the firm, which supplies the likes of BMW, 

Ford, JLR, Nissan, Airbus and BAE Systems, to create 

50 new jobs and safeguard a further 75. Guhring is set 

to begin a search for skilled engineers ahead of a major 

ramp up in production in the city.

Mike Dinsdale, managing director at Guhring, said: “This 

move will be a huge step forward for our UK business, 

which initially focused on distributing standard products 

all made by our parent company in Germany.

“Now, we will be able to design, develop and 

manufacture cutting tools specific to our customers’ 

needs in Britain for the first time. We have ambitious 

plans to realise Guhring’s full potential - and are aiming 

to treble in size and double our workforce within five 

years of moving to the AMH.”

Guhring has taken 3.5 acres at the hub to build a 

60,000 sq ft facility, with further space for expansion 

available.

The AMH is one of six economic zones in Birmingham – 

sites that offer tailored space and services for companies 

in target sectors such as advanced manufacturing.

“As a respected supplier to major automotive and 

aerospace firms, its new capabilities will certainly have 

a positive impact on other manufacturing firms right 

across the region.”

Guhring to invest £12m in Advanced 

Manufacturing Hub base

The facility will see the manufacture of 

75m turbine blades and the assembly and 

maintenance of wind-turbine components. 

Shaun Cray, Siemens’ general manager, 

said: “Volker Fitzpatrick presented the most 

competitive and robust bid for this project, with 

strong environmental and health-and-safety 

processes, plus a highly experienced project 

team.

“In addition, they have a strong record of performance with Siemens, having delivered rail 

depot projects for us in the UK. We can trust them to deliver a facility of the highest quality, on 

time and on budget.”

Siemens Has Appoints Volker Fitzpatrick 
To Build Its Wind-Turbine-Blade Factory In Hull.

For Further Information:

www.siemens.com

For Further Information:

www.rolls-royce.com

For More Information:

www.guhring.co.uk
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They have also taken on a tooling and accessory 

company. TBT UK’s managing director Mark 

Ramsay, speaks to Industrial Director 

“In reality, the constituent elements of the business 

dovetail synergistically,” Mark reveals. “Often 

customers begin their relationship with us on a 

subcontract basis and we’ll handle prototypes, 

development work and proving out machining 

processes. For those customers we offer extensive 

deep hole drilling and boring, turning, and honing 

services.”

“Then, depending on how things progress in 

terms of production volumes, clients may then 

buy a machine from us and take production in-

house. In those instances, although we lose the 

subcontracting business, we gain the machine tool 

sale and ongoing sales of consumables and tools. 

Of course some customers simply buy machines 

from us and that’s it. It’s a business model that has 

worked well for many years.”

“Customers quite often send us deep hole drilling 

work that also requires turning and honing, to save 

our customers the headache of having to source 

another subcontractor to do the additional work, 

we decided to extend our own in-house capabilities 

to accommodate our customers’ needs. It’s all part 

of the service.”

Deep hole drilling and boring is TBT’s key area 

of expertise and turning and honing are generally 

offered on a complementary basis. Turning and 

honing are offered as additional services, not 

standalone.

Investment in new equipment is always high on 

the agenda at TBT –  in the last few of years the 

company has invested around £1.7 million in a new 

4m tube hone, a TBT BW250s table type drilling/

milling centre (that can also handle milling and 

thread milling) and a 3.1m TBT conventional deep 

hole drilling machine. 

The horizontal tube hone – an HM-L-4000 – can 

handle workpieces up to 4m in length with bore 

diameters from 25mm to 300mm and represents 

a £300,000 investment including tooling. It can 

hone blind bores and is also effective at accurately 

honing to shoulders or steps in stepped bores. 

Deep Hole Drilling

Expertise
There are three divisions of Midlands based TBT UK: selling deep hole drilling machines on behalf of its parent 

company TBT Tiefbohrtechnik GmbH in Germany; a subcontract deep hole drilling service; and a tooling 

department dedicated to both the sale of new gundrills and the re-tipping and re-grinding.
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Additional ‘designed in’ requirements include 

double expansion tooling, high stock removal 

rates, diamond tooling (essential when honing 

difficult to machine materials such as Inconel 718) 

and high thrust/high power motors.  

As with the majority of TBT’s investments, the tube 

hone was purchased as a direct result of customer 

demand. “We were finding more and more that 

clients were requesting honing and previously we 

simply didn’t offer it,” Mr Ramsay reveals. “Many of 

the components we handle – particularly those for 

customers in the offshore sector – are very large 

and heavy which often resulted in our customers 

racking up significant transportation and logistics 

costs as they moved their work to another 

subcontractor for the honing operations. Now we 

are able to undertake the whole process under one 

roof.” 

The second major purchase in 2013 was a new 

5-axis TBT BW250s table type drilling/milling 

centre at a cost of £700,000  “We purchased 

our first BW250s around seven      years ago 

to complement an older BW250 machine that 

we recently sold to a customer. The machine is 

absolutely perfect for machining compound angled 

holes, offset and off centre holes, thread milling and 

producing port details and we used both machines 

extensively. After we sold our original machine we 

simply had to replace it so now we’ve got the latest 

model which is essentially the same machine but 

more up to date and of a more rigid construction 

which makes it a much better milling machine than 

its predecessor.”

The third investment was TBT 3.1m deep hole 

cylindrical drilling/boring machine in 2014. This 

was a direct result of purchasing a replacement for 

one of their existing machines that we sold.  Stuart 

Grant, managing director of Premier Deep Hole 

Drilling bought the machine that TBT previously 

had on their shopfloor, expanding their offerings at 

their premises in St Albans. 

The deep hole drilling market is extremely 

competitive success therefore requiring high levels 

of expertise, but Mark Ramsay wholeheartedly 

believes that TBT is one of the best in Europe. 

“We definitely have the best equipment,” he states, 

“and I would put the skill levels and dedication 

of our workforce up against anyone in the 

marketplace. But the big advantage we have over 

the competition is that we use the machines we sell 

and we sell the machines we use.”

For Further Information Contact:

TBT UK

Visit:www.tbtuk.com

Tel: +44 (0) 1675 433250

A comprehensive, in-house manufacturing 

capability enables a diverse range of work to be 

undertaken. 

Phil Ashcroft, Standish Engineering Quality 

Manager explained, “Over the past couple of 

years, our reputation for delivering high quality 

components to a wide range of industrial sectors 

has enabled us to break-in to the demanding 

Oil and Gas industry. Although we use the latest 

Coordinate Measuring Machine technology for 

our final inspection checks, the demands of our 

new customers has meant that we have invested 

heavily in the best available Oil and Gas industry 

specific gauges.

“As Oil and Gas industry threaded parts must 

meet very exacting engineering specifications, 

dimensional accuracy and consistency are vitally 

important factors. After extensive research into 

suitable, high-precision metrology instruments, 

that could measure both internal and external 

threads, we discovered the Gagemaker range on 

the Bowers Group website.”

Phil Ashcroft continued; “We now use Gagemaker 

thread diameter gauges to inspect internal and 

external, functional and pitch diameters. Our 

ingenious new gauges are now delivering higher 

levels of accuracy than our previously used, more 

subjective solid plug and ring gauges. A bonus 

of our new thread diameter gauges is that they 

eliminate the possibility of accidental damage to 

threads that can be caused by the use of ring and 

plug gauges.

“Rather than our previously used comparative 

methods, the use of Gagemaker precision ground 

thread rolls now delivers precise inspection data. 

In addition to this, the flexible Gagemaker gauges 

cover a wide range of diameters, allowing us to 

make considerable savings on solid plug gauge 

purchases. This saving has been reflected in our 

keen pricing and has helped enable us to win 

several large Oil and Gas related contracts.”

Oil and Gas Work Prompts Investment
Standish Engineering specialises in the production of one off through to large 

batch quantities of components.

Bowers Group

+44 (0) 1276 469 866 

www.bowersgroup.co.uk
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The speed and efficiency of industrial control 

and machinery automation projects is enhanced 

significantly with a major new release of ABB’s 

integrated development tool suite. 

Automation Builder 1.1 provides an integrated 

development environment for solutions using the 

spectrum of automation components - including 

PLCs and safety PLCs, motion controllers, drives, 

robots and HMIs - substantially reducing software 

complexity and cutting time to market and cost of 

ownership. 

Among many new features, the latest release 

of ABB’s software extends the data exchange 

capabilities with electrical planning and 

engineering software, with a new bi-directional 

interface to the widely-used EPLAN Electric P8. 

Electrical automation and PLC design data may 

be imported, modified and transferred back to 

the electrical CAD environment - eliminating any 

need to manually enter data and thereby ensuring 

synchronization of signal identification between the 

two software environments. 

The release now includes a comparison function 

that allows engineers to see what might have 

changed since they last looked at a project, and 

the ability to use profiles of previous development 

tool versions for compatibility. 

Support for new hardware includes the ability 

to program the latest member of the well-

known AC500 PLC family - the PM595 CPU - 

programming ACS880 IEC61131-3 programmable 

drives and the DCT 880 thyristor power controller, 

and developing motion control systems with ABB’s 

new MotiFlex e180 servo drives or the ACS580 

general-purpose drive. 

Another important new element of the software 

is the introduction of an easy-to-use download 

and licensing system. ABB offers three licensing 

options: a basic version suitable for first time 

PLC users and engineers working on smaller-

scale automation, motion and drive projects - this 

is available at no cost; a standard version which 

supports integrated engineering of advanced and 

complex systems including the use of safety PLCs; 

and a premium version. 

The premium version incorporates C/C+ 

programming tools, E-CAD interfaces and other 

high level features for optimal productivity and 

easy collaboration, and simpler management of 

engineering data on large-scale projects involving 

thousands of I/O points. 

With Automation Builder 1.1, users may also 

automatically update the suite of software tools to 

the latest versions using a ‘one click’ mechanism, 

and a single license covers all of the software 

packages included. 

ABB has also introduced many usability 

improvements to further enhance the user’s 

productivity. These include simplified drop-down 

menus, drag-and-drop features on the object tree, 

an improved device repository with search and 

filter functions, a powerful list editor for AC500 I/O 

mapping, and a re-worked help system - to name 

a few.

Software development is the most expensive 

element of the vast majority of automation projects. 

By providing a unified development environment 

for the complete scope of automation projects, 

ABB is helping application experts, software and 

hardware engineers to focus their time and effort 

purely on developing the application, and not waste 

time on the myriad of interfacing issues that can 

arise when building solutions using many different 

types of automation devices. ABB estimates that 

the Automation Builder environment can reduce 

development engineering effort by around 30 

percent for medium complexity projects, and 

deliver even higher savings on large-scale projects! 

This is particularly the case for projects involving 

many different types of automation components.

Automation Builder provides powerful PLC 

development resources in the form of the 

standards-compliant IEC 61131-3 development 

environment, and ABB’s Panel Builder tool for 

creating HMIs. The software suite also includes 

tools for configuring and programming the latest 

generation of ABB’s safety PLCs - the AC500-S 

- family - the RobotStudio tool for simulating and 

programming ABB robot applications, and the 

Mint WorkBench tool with its pre-built and tested 

libraries for programming ABB’s servo drives.

“Software complexity is the number one project 

issue today for most automation OEMs and system 

integrators. Automation Builder gives automation 

developers and owners the means to simplify 

control engineering and standardize on a single 

development platform for all projects - regardless 

of scale,” says Armin Wallnhoefer of ABB.

Automation Engineering Software 
Delivers New Levels Of Productivity

System-wide automation development software can reduce project 

costs by 30 percent or more!

Users can find out more and download 

a trial version of Automation Builder at: 

www.abb.com/automationbuilder.
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It reduces scrap loss and rework, and the software 

also optimises NC programs in order to both save 

time and produce higher quality surface finishes. 

As CGTech Managing Director, John Reed, 

points out: “A machine crash is very expensive 

and can be catastrophic, potentially ruining the 

machine tool, and certainly delaying the entire 

manufacturing schedule. However, with VERICUT, 

you can dramatically reduce the chance of this 

disaster occurring.” 

Machine simulation detects collisions and near-

misses between all machine tool components such 

as axis slides, heads, turrets, rotary tables, spindles, 

tool changers, fixtures, workpieces, cutting tools, 

and other user-defined objects. ‘Near-miss zones’ 

can be set up around the components to check 

for close calls, and even machine over-travel errors 

can be detected. Machine movements can even 

be simulated while stepping or playing backwards 

in the VERICUT Reviewer that can run on PCs, 

tablets and Apple iPads.

Once the risk of crashing the machine has been 

removed VERICUT then provides ongoing savings 

by removing the wasted production time lost during 

the proving-out of new programs on the machine. 

John Reed explains: “Every machine shop has to 

introduce and prove new NC programs at some 

point. For most engineering companies around 

15 to 20 per cent of a machine tool’s spindle time 

is allocated to this. On a single shift, this equates 

to one lost day per week per machine. Assuming 

the machine is charged out at a very reasonable 

£50 per hour, that’s £320 worth of lost production 

time – for each machine. So, a shop with 10 CNC 

machine tools manually proving-out programs is 

losing around £150,000 per year.”

With the increasingly intricate nature of components 

produced these days it follows that more complex 

and, subsequently, more expensive multi-axis 

machine tools will be required. The freedom 

of linear and rotary axes that are necessary to 

machine simultaneous in multiple axes comes 

with concerns; over both the complexity of the NC 

code required to drive the machine tool, and the 

enhanced need to protect the level of investment 

required for this type of machinery. 

Here is where VERICUT earns its stripes. It 

accurately simulates every axis movement from 

the programmed code, not from post processed 

data. So, in the virtual environment the machine 

model moves exactly as the machine tool will on 

the shopfloor. This allows the programmer – offline 

using any leading CAM system or manually input 

at the NC controller - to check for any collisions 

or near misses with the workpiece, fixturing or the 

machine’s structural elements. 

Don’t Wait Until After Your First Machine Crash
To Protect Your Manufacturing Capability

Developed by CGTech, VERICUT is independent CNC machine tool simulation, verification and optimisation 

software that enables users to totally eliminate the process of manually proving-out NC programs.

Above: Complex, multi-axis machines 
are efficiently simulated by VERICUT

Left: An expensive machine tool crash 
can be avoided by using VERICUT 

It also provides the reassurance for the programmer 

and the operator that the axes will move in the 

expected direction. CAM software generally 

produces efficient NC code. However, with the 

degree of flexibility afforded by multi-axis machine 

structures, there is often more than one way the 

machine can reach a programmed position. For 

example, for rotary table/trunnion type machines, 

VERICUT 7.4 includes many enhancements that 

further simplify the process of simulating a CNC 

machine. Changes to how users interact with 

VERICUT further improve VERICUT’s workflow 

and simplify day-to-day NC programming and 

simulation use.

In version 7.4, the first thing a user will notice is 

a Welcome Screen that automatically displays 

when first launching a VERICUT session. The 

Welcome Screen provides access to commonly 

used first actions for a VERICUT session.

The VERICUT user interface continues to 

get more customisable. VERICUT’s desktop 

is enhanced with a new docking method 

enabling users to lay out VERICUT desktop in 

the most efficient manner for the way that they 

work. The new docking method is very flexible 

and provides a high level of customisation 

possibilities. Additionally, the Status window 

is completely redesigned for better viewing, 

customisation and size. The Status window 

information is divided into Information Groups, 

each containing a specific list of information.

Tool Manager’s desktop and user interface is 

redesigned to enable easier user interaction. 

A new Tool Bar located at the top of the Tool 

Manager window consists of a combination 

of icons and pull-down menus providing 

easy access to all features needed to create 

and maintain tool libraries, create/modify 

tool assemblies, import tool assemblies and 

create or import OptiPath records. Also, in 

the Tool List, tool components now have a 

Parent/Child hierarchy allowing for better tool 

assembly management and modification. All 

Tool Definition windows have been redesigned 

to make tool definition easier.

it may be preferable to have the trunnion swung to 

the back of the machine so the operator can see 

the cutting tool in action. With the machine motion 

checked in VERICUT the programmer can ensure 

this is the case.

VERICUT simulates all types of CNC machine 

tools, including those from leading manufacturers 

such as Mazak, Makino, Matsuura, Hermle, DMG, 

Mori Seiki and Chiron. It operated either standalone 

or integrated with leading CAM systems such as 

CATIA by Dassault Systems, NX by Siemens PLM 

Software, PTC Creo Parametric, MasterCAM by 

CNC Software, PowerMill by Delcam, Edgecam by 

Vero, hyperMILL by Open Mind, and many others. 

As well as protecting the machine tool from 

programming errors and optimising the NC cutting 

tool path, VERICUT’s ability to move the prove-

out process from the shopfloor into a virtual 

environment makes a sound investment argument. 

John Reed concludes: “When you consider all the 

benefits, why wouldn’t you use VERICUT?”

EMO Milan : Simplifying day-to-day simulation

CGTech (Hall 4, Stand A04) will 

demonstrate the latest version of 

VERICUT CNC machine simulation 

and optimisation software at EMO 

in Milan, Italy, October 5-10, 2015.

For Further Information:

Tel: 01273 773538

Info.uk@cgtech.com

www.cgtech.co.uk
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Free to download and use from the Starrett 

website, the original PowerCalc software is easy to 

install and runs on any Windows-based computer 

device. Now, the free PowerCalc app has been 

developed to work on mobile device technology, 

including handsets running Apple, Android, 

Windows, and BlackBerry operating systems.

Starrett Technical Support Team Leader, Graham 

Munro, explains that whichever version of 

PowerCalc is used the data required by the 

software is straightforward and very user friendly. 

“It requires the composition of the material to be 

cut to determine the hardness. From a simple table 

the shape and size of the raw material to be cut is 

selected and the details regarding any bundling are 

input, along with the band saw  machine  being 

used and if it is a cooled cut or not. This allows the 

software to determine the optimum blade type that 

should be used as well as the blade dimensions,” 

he says. As well as the Starrett band saw blade, the 

software will also display the recommended 

operating information relating to the number of 

break-in cuts, cooling recommendations, and 

cutting time and speeds under both break-in and 

normal conditions.

Graham Munro adds: “Starrett produces a wide 

range of bi-metal and carbide band saw blades 

that offer exceptional cutting performance and 

extended blade life. Choosing the right blade for 

the job and applying the correct blade speed and 

feed rate are really important factors and will directly 

influence the performance and life of the blade. 

The PowerCalc software, used on a desktop PC 

or mobile device, takes the stress and strain out of 

blade selection and application cutting data.”

PowerCalc is available as a free download from 

the Apple App store for iPhone and iPad, Google 

Play for Android devices, Windows Store and 

Blackberry World.

Starrett Saw Blade 
Technology Gets Mobile

The L.S. Starrett Company recently launched a mobile version of its popular PowerCalc band saw 

selection tool, developed to help with the selection of the correct band saw blade for any specific 

metal cutting application, and also provide guidance on the correct blade size for a huge range of 

popular band saw machines.

Pictures: Starrett PowerCalc software 
is now available for PC and mobile 
devices

For Further Information

Tel: +44 (0) 1835 863501

www.starrett.co.uk

To achieve blade life of around 7 to 8 Square 

Metres when cutting Stainless Steels is normally 

achievable on most quality bandsaw machines, 

but to hear that one Prosaw customer who uses 

over 20 of the high performance Danobat bandsaw 

machines recently achieved 24 square metres of 

blade life after cutting a range of Stainless and 

Nickel Alloys, and on average achieves 12 to 13 

square metres, goes to show that the Danobat 

machine really does return fantastic value for 

money!

Previous records from customers with Danobat 

machines also cutting Stainless Steel back this 

data up as they have recorded blade life of over 30 

Square Metres.

With the current market seeing the introduction 

of ‘cheaper’ machines from well-established 

manufacturers, the true test of any machine is 

how well it performs and more importantly the true 

running costs taking into account consumable 

costs and the return on investment.

For more details on how Prosaw can help you 

reduce running costs without the need to reduce 

output contact us on 01536 410999 or at www.

prosaw.co.uk/contact

Danobat Bandsaws Set New Records For 
High Output And Low Cost

24 square metres of blade life after cutting a range of Stainless 
and Nickel Alloys

For Further Information:

Prosaw Limited 

+44 (0)1536 410999  

www. prosaw.co.uk
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The new Kaltenbach KDH1084 machine made 

its international debut at the show. Against 

the backdrop of dry ice and a thundering rock 

soundtrack, Kaltenbach demonstrated the 

machines’ unique ability to run in parallel, the 

processes of Sawing, Drilling and Milling, for the 

very first time. 

The new KDH1084 represents a complete 

revolution in structural steel processing, removing 

the established restrictions of sawing the steel 

whilst simultaneously adding holes, slots, machined 

contours and marks. 

Not only have these processes been brought 

together in parallel, the new machine also benefits 

from huge technology improvements to increase 

performance, process capability and efficiency. In 

the development of the KDH1084, Kaltenbach 

have focused heavily on ‘real-life’ customer data 

and requirements. As a result, productivity gains in 

excess of 80% are possible over conventional 

processes.  The machine boasts three, heavy duty 

machine spindles mounted within a highly robust 

frame,  designed to provide the maximum rigidity 

required not only for high speed drilling using 

carbide  tooling but also for complex machining 

functions in order to reduce onward processing 

requirements. Each axis on the KDH1084 can be 

used with up to 28 tools, operating independently 

and able to conduct differing tasks on the 

material simultaneously, over a wide positional 

range. These are all able to take place whilst the 

material is being cut, using Kaltenbach’s 

acclaimed KBS1051DG high 

performance bandsaw and 

automatic sorting system.  

Also on show at IPS2015 

were Kaltenbachs’ 

new KPS-A207 Punch 

and Shear systems 

for processing Angle 

sections and Flats up 

to 200mm x 200mm 

x 25mm, along with 

the latest KF2114 Plate 

System. Both models were 

launched just a few months ago, following a full 

re-design by the company. Several examples of 

each machine are already installed and operational 

around the world. 

These innovations were complimented by the wide 

range of additional Kaltenbach machines available, 

from Universal Circular Saw solutions through 

to Sawing and Drilling Lines, Robotic Coping 

Systems and the Kaltenbach Shotblasting and 

Painting Systems, represented by the very latest 

‘Sprint 1504’ Shotblaster. 

Some 36 partner companies also exhibited 

alongside Kaltenbach at IPS2015. These 

represented a wide range of additional, sector 

specific, solutions and products from CAD/CAM 

systems through to materials handling, used 

machine systems and additional processing 

technologies such as section cambering, material 

deburring, billet cutting, plate processing and fully 

automatic structural welding. 

The show also witnessed new partnerships 

formed recently between the Kaltenbach Group 

and ‘Zinser’, for plate cutting systems, ‘Zeman’ 

– for fully automatic robotic welding systems 

in Structural Steels and ‘RSA’ – the renowned 

manufacturer of automatic circular sawing systems 

and section deburring machines. 

Kaltenbach commented that “IPS2015 clearly 

demonstrates the massive innovation that 

Kaltenbach have towards processing technology 

and efficiency, along with our dedication and 

commitment to the individual sectors in the steel 

industry around the world. The company is now 

pushing forward with even greater energy and 

aspiration towards new markets and further 

product developments”

Sawing, Drilling and Milling
German Machinery Group Kaltenbach, have recently launched a completely 
new machine innovation at their IPS2015 exhibition, held during June at their 
factory in Loerrach, Germany. 

For Further Information Visti:

www.kaltenbach.com

+44 (0) 1234 213201
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Now, 26 years later, he still provides a service to 

machine one-off parts for machine breakdowns 

and the occasional mould tool, but MH7 has 

diversified into general sub-contracting and 

specialist manufacture of parts for anything from 

workholding fixtures, through racing car wheels to 

soap extrusion systems!

“Our core focus still remains the low volume, 

one-off, end of the market where we can use 

our toolroom skills to get our teeth into specific 

problems and challenges. This has given us 

extensive experience of many different industries, 

and we have been able to transfer the needs of one 

industry to another, providing solutions that others 

may not have come up with,” says Mark Hirst. In 

addition to the toolroom type of work MH7 also 

takes on precision sub-contract work and provides 

a design service to those customers that require 

it. This has led to some intricate and unusual 

components being machined. 

Along the way this diversification has meant 

investment in machine tools and as well as gear 

cutting and EDM equipment for specialist odd-

job work MH7 has also brought in a number of 

more conventional machines, in the form of XYZ 

ProTURN lathes, one with a 3 metre bed length, an 

XYZ Minimill 560, an XYZ 1510 vertical machining 

centre with fourth axis capability and most recently 

an XYZ 1020 vertical machining centre. “We 

purchased our first ProTURN lathe before we had 

any CNC machines and the ProtoTRAK control 

was a good introduction, that has allowed us to 

progress from there and it is particularly suited to 

the type of work that we do. The initial ProTURN 

lathe we bought was specified with a 3 metre bed, 

which we bought on spec as we didn’t have any 

work of that length at the time. Now that we have 

experience of the ProtoTRAK control and also the 

Siemens on the XYZ machining centres, our next 

move will be to go full CNC with an XYZ lathe to 

supplement our existing capacity,” says Mark Hirst.

The XYZ vertical machining centres are also 

being used to maximise the capabilities of MH7, 

especially the XYZ 1510 with the fourth axis option. 

A recent project to machine a burner exit adaptor 

in 316 stainless from a billet was completed on the 

XYZ 1510 with ease. Another customer required 

some complex milling to be completed on an outlet 

to be used for testing turbochargers. Slightly less 

exotic, but forming a regular source of work for 

MH7 is the work it does for workholding specialist 

John Walton, in particular it manufactures a number 

of specialist Rock Steady work steadies, many of 

which end up back with XYZ for use on its XL range 

of large capacity lathes.  These range in size from 

what could be classed as conventional three-point 

steadies through to a one-off, gear driven, four 

point steady recently completed by MH7. 

The XYZ machines have made the manufacture of 

all of the parts that MH7 machine that much easier, 

due to the versatility of the machines and the ease 

of use of both the ProtoTRAK control on the lathes 

and the Siemens 828D ShopMill Control on the 

vertical machining centres. An example of this is 

where Mark Hirst takes advantage of the user-

friendliness of the machines, when machining one-

off components for his collection of motorcycles, 

including a Coventry Eagle Flying 8, which he 

rebuilt from a box full of bits. Mark machined a 

variety of parts such as push rods, engine casings, 

spindles and gears on the XYZ machining centres 

and lathes.

The ongoing customer service provided by XYZ is 

also an important aspect in Mark Hirst’s decision 

to keep buying from XYZ: “Given the nature of 

the work that we do we are often under serious 

time constraints and it is reassuring that we can 

simply pick up the phone to XYZ and they will deal 

with any problems we have that way if possible, 

providing ongoing support for programming issues 

as well as talking us through any machine issues, 

allowing us to get a problem solved without having 

to wait for an engineer on the rare occasions we 

need that support. If I didn’t like the XYZ machines, 

I wouldn’t keep buying them!”        

Niche Market Opportunity 
Leads To Long-Term Success

Back in 1989 when Mark Hirst set up MH7 Engineering in Brighouse, West Yorkshire, with just 

a turret mill, centre lathe and an old Ward 7 turret lathe, his ambition at the time was simply to 

provide a niche service to all of the local manufacturing companies who were getting rid of their 

own toolrooms and maintenance facilities. 

For Further Information:

XYZ Machine Tools

Tel: +44 (0) 1823 674 200 

E-mail: sales@xyzmachinetools.com 

Website: www.xyzmachinetools.com



Page 28  -  August 2015  -  industrialdirector.com industrialdirector.com   -  August 2015  -   Page 29

IDEMO 2015ID EMO 2015

EMO Milano 2015
After six years, EMO, the worldwide exhibition of machine tools is back in Italy.

Promoted by CECIMO, the European Association 

for Machine Tool Industries, the tradeshow will 

take place from the 5th -10th of October 2015 in 

the prestigious exhibition centre of fieramilano. 

More than 110,000 square meters of net exhibition 

space was already booked six months before the 

opening of EMO MILANO 2015. The threshold 

of 95,000 sqm of exhibition occupied by the 

last edition of EMO MILANO (2009) has been 

exceeded. Should the current trend be confirmed 

it is reasonable to assume that the exhibition will 

occupy 120,000 sqm.   

They will be making the official announcement 
that Axe & Status Machinery Ltd were 
appointed in January 2015 as sole distributor 
for this exciting range of TOS Kurim machinery 
and also of the latest development, a TOS FUT 
(Q) 150-200 horizontal machining centre which 
will be exhibited at EMO Hall 3, Stand E20.

Axe & Status will represent the complete TOS 
Kurim range of vertical and horizontal ram type 
universal boring and milling machining centres.

For Further Infomation Visit:

www.emo-milano.com

Ram Type Universal Boring And 
Milling Machining Centres.

TOS Kurim will be exhibiting the latest 
range of horizontal and vertical boring 
machining centres at the EMO Milan 
exhibition in October.

More than 1,300 companies are registered at 

EMO MILANO 2015. The leaders in the ranking of 

the companies which already registered are the 

“masters of the house”, Italians, closely followed 

by the Germans; the Taiwanese are ranking third 

for the number of applications to the tradeshow, 

followed by Chinese and Swiss exhibitors. 

The halls of the exhibition centre of fieramilano 

Rho-Pero will host the biggest factory in the 

world, where machine tools, robots, automation, 

additive manufacturing, mechatronic solutions and 

auxiliary technologies will be exhibited, expressing 

The engineers at Tornos have worked tirelessly to 

develop a new machine concept that more than 

satisfies the customers’ low capitol cost and high 

performance demands. This will all be highlighted 

at EMO in Hall 4, Stand C08-D09.

Targeted at the precision production of medium 

to highly complex parts up to 13mm diameter, 

the Swiss GT13 is the ideal machine tool for 

the medical, micro-mechanical and electronics 

sectors. Commenting upon the latest innovation 

to roll off the Tornos production line, Tornos’ 

Marketing and Competitive Intelligence Manager, 

Mr Brice Renggli says: “The cost to performance 

ratio of this small machine is unbeatable. You can 

do almost everything a complex machine could do, 

but for half of the price. The ingenious kinematics 

and tooling configuration, positions this machine 

in the ‘mid-range’ price bracket whilst being able 

to tackle almost every turned part on the market 

efficiently.”

In brief, the new Swiss GT13 incorporates a 

Y-axis with 8 tool positions that can work on both 

the main and counter-spindle that each perform 

independently. With identical power ratings on 

both spindles and a total of 30 tool positions, the 

GT13 has 22 tool positions on the main platen 

and 8 in counter-operation, 12 of these positions 

can be rotating tools.  The tool stations can be 

equipped with specialist devices such as angled 

milling devices, polygon cutters, thread whirling, 

gear hobbing and dual drilling tools to name a 

few. By combining this capability with the 6-axis 

kinematics, the GT13 is able to tackle almost every 

conceivable turned part, despite its modest mid-

range positioning in the market.

This impressive new addition to the Tornos line 

has been equipped with a brand new 15,000 rpm 

spindle that features the company’s brand new 

motorized guide-bush design. The convertible 

guide-bushless configuration now sees the 

guide bush simply sit in a special support in the 

spindle area when it is not required. The result is 

a changeover time of less than 15 minutes. For 

competitor machines, the guide bush has to be 

disconnected and this is a process that prolongs 

set-up and job changeover times considerably for 

the customer. This motorised guide-bush design 

also allows the machine to run at maximum rpm 

whilst increasing the precision and surface finish 

of parts whilst reducing the vibration and the 

consequent impact on tool life.

 

With the same spindle rating on both the main 

and counter-operation spindles, customers have 

greater flexibility and productivity at their finger-tips, 

so there is no need to balance more demanding 

operations toward the main spindle any longer. 

To manage all this power, the Tornos engineers 

have  increased the size of the machine base to 

guarantee stability and performance. Despite 

incorporating an oversized base, the Swiss GT13 

has a very compact layout that is well presented 

with Tornos intuitive Tornos Machine Interface (TMI) 

that can be programmed as a numerical control 

unit or via Tornos’ own TISIS software to enhance 

user friendliness.

Tornos Launches Cost Effective
Turning Centre for Complex Parts at EMO

The Tornos family of Swiss GT turning centres is now expanding with the introduction 

of the new Swiss GT13 machine, which will receive its world première at the forthcoming 

EMO exhibition in Milan.

On Stand C10 in Hall 4, the developer of CAM/

CAD software and postprocessors will be offering 

a sneak peek at the upcoming release of version 

2016.1 of its hyperMILL® CAM solution. 

A particular highlight of the new version is the 

finishing strategy from the new hyperMILL® 

MAXX Machining performance package. ‘Tangent 

plane machining’ makes it possible to achieve 

machining time savings of up to 90%. Extended 

functions for 3D and 5-axis machining tasks, new 

cycles for mill-turning and numerous innovations in 

hyperCAD®-S will complete the range of functions 

available in the new version.

‘Tangent plane machining’ offers users a major 

boost in efficiency for finishing planes and free-

form surfaces. Using conical barrel cutters allows 

for larger path distances for the same theoretical 

scallop height. The OPEN MIND machining 

strategy takes advantage of the extremely large 

radius of the barrel shape, which allows for optimal 

inclination to the faces. This makes it possible to 

achieve considerably shorter machining times and 

a much improved surface quality. The innovative 

strategy is easy to program, highly efficient and 

reliable, thanks to the collision check performed on 

the toolpaths.

Toolkit with special strategies

Version 2016.1 sees OPEN MIND showcase 

the modular hyperMILL® MAXX Machining 

performance package. It offers a range of optional 

high-performance strategies for roughing and 

finishing. The package includes the HPC roughing 

module, currently called hyperMAXX. 

Mill-turning with more performance 

The mill-turning innovations and optimisation 
strategies will also promise better performance. 
The user interface is now even more transparent 
for making inputs easier. The new cutting edge 
position management feature will make it possible 
to better define the tool cutting edge and its 
position.

More CAD for CAM – hyperCAD®-S

hyperCAD®-S, the CAD system for CAM, is 
packed with many innovations and extensions in 
the 2016 version, including extended associativity 
with hyperMILL® and the new surface command 
for support during 5-axis swarf cutting.

the sector’s international production, representing 

an industry that accounts for 64 billion euros.

“EMO has always been considered the most 

important event at the disposal of trade operators 

from the world’s manufacturing industry to keep 

up-to-date on the new production technologies” 

- states Pier Luigi Streparava, appointed by 

CECIMO as Commissioner General EMO 

MILANO 2015 - “It’s exactly for this reason, that 

we decided to include additive manufacturing 

into the technological index of products of the 

sector’s leading international exhibition: this is 

one of the technologies that will be increasingly 

developed in future and to which the tradeshow 

will dedicate a special in-depth focus”.

150,000 visitors from approximately 100 

countries are expected to attend EMO 

MILANO 2015. On this occasion, Milan will 

show a completely renovated look and an 

improved traffic flow, thanks to a revised and 

strengthened public transport service. 

HyperMILL® 2016.1 - Machining with better performance at EMO 2015

OPEN MIND Technologies is set to exhibit at this year’s EMO, the world’s leading 

metalworking trade fair, from 5 to 10 October.

For more information visit:
www.openmind-tech.com
tel: +44 (0) 1869 290003

For more information visit:
www.axestatus.com
tel: +44 (0) 1908 647707

For more information visit:
www.tornos.com
Tel: +44 (0) 1530 513100
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Front Cover Story EMO Special

Sunnen’s new SH-5000 horizontal honing machine 

introduces a low-cost, automation-ready option for 

high-volume processing of smaller parts, such as 

gears, turbocharger bushings, valve components 

and pistol barrels. It handles parts with bore 

diameters from 1.5 to 101.6 mm (0.060” – 4.0”), 

and is capable of processing a wide variety of part 

sizes, configurations, and materials. The machine’s 

225-mm (9-inch) touchscreen control features 

infinite part program storage and intuitive setup and 

run screens to allow inexperienced operators to 

run the machine as efficiently as a veteran. “Saved” 

setups in the control ensure fast changeover and 

high productivity. 

The SH-5000 is factory-equipped with cycle-

time control to prevent glazing of the abrasives, 

automatic size control to minimize cycle time, 

and fixture airline control for automating fixtures. 

Its horizontal layout facilitates part loading and 

use of inexpensive gimbal-type fixtures, making 

the machine highly cost-effective for processing 

large lots of smaller parts. A clear adjustable 

guard/light curtain allows fast operator-friendly 

setups. Side access to the workzone enhances 

operator ergonomics during setup and 

facilitates integration with part-handling 

automation. 

High cutting pressure capability 

and two-step honing deliver 

fast stock removal coupled 

with a precise finish step, all 

in one operation. In addition, generous free space 

is provided in the electrical enclosure for integrating 

automation components. The machine’s true-

running ABEC seven-bearing spindle with direct 

collet connection allows quick changeover of high-

production MMT tooling, while an easy-setup, 

runout-adjustable spindle adapter enables use of 

standard Sunnen tooling. 

The SH-5000 has a 4.1-kW (5 hp) spindle drive and 

1.1-kW (1.5 hp) stroker drive, with carriage travel 

up to 392 mm (15.43 in). Spindle speed is infinitely 

adjustable from 200 to 3,000 rpm, with stroke 

rates of 10 to 550 SPM. 

The machine utilizes a Siemens touchscreen PLC 

and digital-servo drives with a patent pending 

servo-hybrid tool feed system for exceptional 

repeatability. Digital-servo tool feed and cutting 

pressure control produce consistent, predictable performance throughout the 

pressure range. Cutting pressure can be adjusted in 4.5 N (1 lb) increments 

to a maximum of 2,224 N (500 lbf). The digital system provides superior feed 

control at low pressures for improved honing results with small-diameter parts. 

The control’s new digital honing indicator is user-configurable. Other standard 

control features include zero shutoff, stone wear compensation, feed speed 

regulation (stone saver), two-step feed, spindle reverse, speed changes while 

in cycle, inch/metric selectable units, system diagnostics, cycle dwell, in-

process short stroking and 13 operator languages.

The machine’s servo ballscrew stroker delivers extreme precision and 

repeatability for honing in blind bores, while a longer stroke length of 392 mm 

(15.43”) allows the SH-5000 to take on deeper bores. For fastest setup, the 

machine’s stroking system can be positioned with a joystick on the operator 

station. 

The SH-5000 easily adapts to floor space limitations with an electrical cabinet 

that can be specified on the rear or either side of the machine. The machine 

complies with U.S. and European safety requirements.

New SH-5000 Horizontal Honing Machine 

Is Automation-Ready For High-Volume Processing Of Smaller Parts

Two-step honing capability ensures rapid metal removal with precise finish 

control. Horizontal configuration minimizes fixturing cost and enhances 

operator ergonomics.

Sunnen Products Ltd.

www.sunnen.com

Tel : +44 1442 393 939

See us at EMO

Hall 11 Stand D78
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The Type W cutters are available in a variety of  

geometries that have been developed for the 

machining of non-ferrous materials, typically found 

in the aerospace sector. There are two styles 

of ripper cutters among the range, one with a 

geometry aimed at pure roughing operations,  

featuring a round chord profile and special grind 

that generates small swarf chips that can be easily 

evacuated from the cutting area with the aid of the 

standard through tool coolant supply, while  the 

end geometry of these cutters is designed with 

plunging operations in mind. The overall cutting 

characteristic of these roughing cutters is the soft 

cutting action and reduced vibration, which allows 

feed rates to be maximised even on thin-walled 

and unstable workpieces. The second ripper 

geometry is capable of both roughing and finishing 

operations and fea-tures a reinforced core and flat 

spiral design to the flutes. Swarf control has also 

been addressed with this design by the addition 

of chipbreakers to ensure maximum chip control, 

even in long chipping materials. In addition to the 

ripper cutters the main body of the range features 

a variety of cutter styles including 2,3,4, and multi-

flute cutters all with geometries de-veoloped for 

cutting light alloy and non ferrous materials, and 

feature different helix and rake angles accordingly. 

WNT has also introduced new specialist coatings 

for the Type W range of solid carbide cutters. There 

is a choice of two coatings or, customers looking 

for an extremely sharp cutting edge can choose to 

take cutters uncoated. The first coating is TI1005 

which is a multi-layer coating sui-table for HPC 

(High Performance Cutting) techniques provides 

excellent wear resistance and greatly reduces the 

probblem of built up edge when machining a range 

of materials including aluminium, titanium alloys, 

brass and copper. For even greater wear resistance 

there is the option of WNT’s DLC (Diamond Like 

Carbon) coating, which has an extremely high 

hardness rating of Hv 0.05, equivalent to 60-80 per 

cent that of diamond and a very low co-effcient of 

friction equal to 0.1 in comparison to steel. It is also 

an extremely thin coating that allows for a much 

sharper cutting edge. Suitable for the same range 

of materials as the TI1005 coating, the DLC coated 

tools can also be operated in wet ot dry cutting 

conditions. Tool coatings are not compatible with 

all applications in the aerospace sector due to 

the potential of chemical reac-tions between tool 

coating and component material. It is here that 

the Type W in its uncoated form is the cutter of 

choice. Ideal for the machining of aluminium, 

copper and brass these cutters have an extremely 

sharp cutting edge, making them highly effective 

on these materials.

“For anyone machiiing these light alloys and non-

ferrous materials the Type W range provides a 

highly cost-effective range of cutters to assist in 

improving productivity and component quality. 

With the wide choice of cutter diameters, corner 

radii and coating options available as stock items 

and available for next day delivery, the Type W 

range provides a versatile solution to machining 

components typically found in the aerospace 

sector,” says Tony Pennington, Managing Director, 

WNT (UK).

WNT Type W Cutters 
Maximise Performance For Light Alloy Machining

The new Type W solid carbide cutters from WNT (UK) have been 

designed for high performance machining of aluminium and other 

light alloys. With the aerospace sector in mind, the entire range is 

available with corner radii specific to that sector, as well as ball nose 

cutters available as standard.

Above: WNT’s Type W solid carbide end 
mills are ideal for the machining of 
light alloys and non-ferrous materials.

For More Information:

WNT (UK) Ltd.

Tel.: 0800 073 2 073

Fax: 0800 073 2 074

Visit: www.wnt.com
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The price-performance ratio generates a rapid ROI 

and its flexibility has astounded the marketplace 

with advanced power, precision and rigidity. 

 

Ideal for 5-axis machining and stationary 

workholding applications, the chuck operates with 

a pull-back action, so components are positively 

pulled against any internal stop to give incredible 

power and rigidity whilst reducing vibration during 

heavy duty milling operations. 

 

To improve set-up and changeover times, the 

Manok incorporates a manual changing fixture that 

changes the clamping heads quickly and easily in 

a couple of seconds. In addition, customers can 

mount an end-stop inside the Manok in no time at 

all by simply fastening the inside end-stop directly 

onto your machine tool table or by mounting a front 

end-stop on the face of the clamping taper. 

 

Incredibly powerful and flexible, the Manok is 

versatile and simple to operate and its application 

range is almost limitless. The Manok can be 

applied to milling machines and CNC machining 

centres, CMMs, pallet clamping applications, 

broaching machines, angle plates and indexible 

heads, grinding machines, drilling machines and 

even used as a fixed desktop assembly station.

 

To highlight the flexibility and application range of 

the Hainbuch Manok system, it can be applied to a 

host of machining applications. Just a few of these 

applications include angle clamping for horizontal 

bar-work, claw clamping for use in applications that 

demand the utmost in rigidity, clamping round stock 

to provide fast alignment of bar stock, positioning 

with a dowel pin to incorporate fastening elements, 

machining with a workpiece carrier to reduce set 

up times by 80%, possible work with an axial collar 

and also machining with a side end-stop.

However, the possibilities don’t end there. The 

Manok can work with a host of end-stop variations. 

To this end, the Manok can work with a depth 

end-stop to increase rigidity and achieve Z-axis 

repeatability of 0.005mm and a front end-stop for 

pulling parts onto the end-stop. The front end-

stop is extremely rigid and achieves a clamping 

actuation of 0.02mm without a torque wrench and 

0.005mm with a torque wrench.  Additionally, the 

clamping head face can also be used as an end-

stop to deliver a clamping actuation of 0.01mm 

and 0.04mm respectively with and without  a 

torque wrench. 

With an application range that is only limited 

by the imagination of the end user, the Manok 

is undoubtedly the most flexible, versatile 

workholding system on the market. Furthermore, 

by reducing set-up times, increasing flexibility and 

offering exceptional repeatability levels, is there any 

reason not to order your Manok system now.

MANOK Stationary Chuck
In Stock For Immediate Delivery!!

If you are looking for the ‘complete’ workholding solution, look no 

further than the impressive Manok stationary chuck from Hainbuch 

- now available for immediate delivery.

The line now includes larger radii, additional 

angled inserts and TGH 1050 grade inserts.

The X4 multi-edge system meets industry 

demands for grooving and parting-off tools 

with narrow cutting edges and consists of 

indexable tangential inserts and a highly stable 

clamp design. These strong, dependable 

system components achieve high accuracy, 

repeatability, productivity and surface quality 

in external grooving and parting-off operations 

involving small parts, slim bars and tubes made 

from a wide variety of common materials.

In addition to the current radii options of 0.1 

mm and 0.15 mm, Seco now offers eight new 

large radii CP500 grade insert versions with 

widths from 1.5 mm - 3 mm with corner radii 

of 0.2 mm and 0.3 mm. These target those 

applications where customers require specific 

radii. With the larger radii options, customers 

can apply higher feeds while maintaining high 

quality surface finishes. Also added are two 1.5 

mm angled inserts with smaller radii available.

Growth for Seco’s X4 line
Seco continues to grow its innovative, highly productive X4 product line to 

expand the benefits of its short-reach grooving and parting-off system to an 

even greater range of applications.

For Further Information:

Seco Tools UK Ltd 

Tel + (0)1789 764341

One of those customers is Bromford Industries who provide a wide range 

of components and assemblies for aero and marine gas turbines, aircraft 

landing gear, static gas generators, nuclear and specialist engineering 

applications.

Lee Hodgson, Programme Manager at Bromford Industries in Leicester 

explains “The level of support we receive by the MSC Engineering Team 

is very good. We have worked together on many cost reduction activities 

through cheaper tooling and process changes. The technical support 

available, when we require it, has given Bromford the ability to react to 

customer demands and progress quickly and efficiently on our projects.”

MSC are approached on a daily basis by customers, from many different 

industries, who face engineering challenges. These could include selecting 

the right product for the application and cost and cycle time reductions.

The MSC Engineering Team is not brand loyal, they emphasise best tool 

practice. Whether the goal is productivity or cost avoidance, the engineers 

are focused on the customers’ objectives. This may result in substantial 

cost savings or product rationalisation/ consolidation. The MSC Engineers 

are project focussed and are targeted on cost savings for the customer 

only. 

Lee also explains “I have worked closely with the MSC team now for many 

years. They have been very good at delivering cost saving initiatives and 

always support them with good reliable data so the benefits can be easily 

understood.”

Since the MSC Engineering Team has been in place, MSC have supported 

many customers, just like Bromford, making cost savings and improving 

processes. In total, they have saved customers over Millions on a mixture 

of both hard and soft cost savings.

Other services offered to customers include CAD CAM / 3D Modelling 

for cost saving and project work, technical advice and support, special 

tooling design, tooling packages, product recommendations and MSC’s 

application optimisation process. This particular solution analyses the 

machining process, collects data from start to finish and allows MSC’s 

Engineering Team to make recommendations based on their findings. 

These may be simple adjustments to speeds and feeds or a complete 

new approach to the manufacturing process. The team will always work 

closely with the customer and document the results.

If it’s a one off challenge or on-going support, the MSC Engineering Team 

will provide reports indicating true cost savings. The MSC customers 

can then see the benefits, just like Bromford Industries, of working with a 

distributor who are more than just a tooling supplier.

More Than A Tooling Supplier

MSC Industrial Supply Co has been providing 

customers with successful engineering support for 

twenty years.

For Further Information:

Tel: 0121 505 9500   |   Sales@mscdirect.co.uk

www.mscdirect.co.uk

For further details

HAINBUCH

www.hainbuch.com

+44 (0)1543 478710
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For the measurement of carbide cutting inserts, 

Ceratizit Austria recently began using an automated 

measuring cell from Blum-Novotest. This system is 

special in that the measurements are precise down 

to the last few microns – and this even though each 

measurement takes less than four seconds.

The Ceratizit facility in Austria is located in the 

picturesque mountains of Reutte in Tyrol, near 

the border to Germany. on this site, the company 

supplies semi-finished carbide blanks and finished 

products, with the portfolio being broken down 

into ‘pre-forms’, carbide rods and tool inserts. Pre-

forms are made-to-order carbide parts that are 

preformed and partly ground and then processed 

by the customer. The carbide rods are generally 

semi-finished products that become drilling or 

milling tools whilst the tool inserts are finished 

products used for milling, turning and drilling tools.

The portfolio of tool inserts covers around 2,700 

standard inserts with many more special geometric 

forms made-to-order on the basis of customer 

specifications. In addition to the inserts, the 

portfolio includes numerous types of carbide that 

provide the ideal combination of properties for any 

purpose.

The MaxiMill 211 is a range of shoulder and slot 

milling tools that has been well established since 

2006 with diameters ranging from 10 to 160mm. 

The MaxiMill 211 series includes around 100 

variations with a large number of materials and 

coatings to enable the tool to be adapted to the 

material to be cut.

Blum Helps To 
‘Measure at Speed’

Practically everyone has used a consumer product that has been manufactured with carbide inserts from 

Ceratizit at least once in their lives, 90% of all the balls in ballpoint pens come from this company.

Above: Measurement and parts 
handling with maximum precision 
and speed, made possible with 
maximum reliability by the BMK 3 
from Blum-Novotest

Left: Peter Mosle of Blum on right with 
Ceratizits Lothar Schmid the head of 
press line production

Continues On Page 38
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Ceratizit Presents The Problem 
- Blum Delivers The Solution..

Until recently, an old automated measurement 

system was used to measure the many plates, 

but it was already being put to the limits of its 

capacity back in 2011. A new measuring cell was 

sought out to achieve very short throughput times 

and also be as compact as possible. At Control, 

the international trade fair for quality assurance, 

Daniel Scheiber, CERATIZIT’s Quality Officer for the 

Presses Production Line, discovered the flexible 

Blum-Novotest’s BMK measuring and automation 

concept for the first time. Scheiber had until then 

never seen such a compact measuring cell that 

combined automation and measurement from any 

other manufacturer.

With the BMK 3, Blum-Novotest GmbH has 

developed a flexible measuring and automation 

concept in the form of a variable, modular, 

expandable measuring cell that can also perform 

additional functions such as sorting, labelling and 

packaging of parts. The BMK 3 can be deployed 

in fields ranging from small-series production to 

fully-integrated process systems for high-capacity 

serial production. The compact measuring cell can 

support multiple measuring devices tailored to the 

purpose at hand. 

“While we already had the BMK 3 successfully 

in use with a number of customers, Ceratizit 

presented two new challenges. They required 

a high throughput rate and high measurement 

precision,” said Peter Mösle, Head of Sales of 

the business division Measuring and Testing 

Technology at Blum-Novotest.

“There aren’t any flat surfaces on the tool inserts, 

the cutting edges are curved. This makes them 

very difficult to measure using conventional 

methods – especially to the precision required in 

the specifications. We very quickly came to the 

conclusion that we would have to use a high-

resolution optical measuring system,” said Mösle.

Ceratizit’s Mr Scheiber says: “We had only used 

camera systems until then to detect positions or 

geometry, not to measure micron level tolerance 

values. The required unit throughput time of 3.5 

seconds also required us to use a very fast delta 

robot, which would normally have been used in 

pick & place machinery in packaging, instead of a 

conventional robot arm.”

The specifications, which laid out the requirements 

were discussed in a first meeting, and BLUM 

already presented a concept during the second 

meeting. “We prepared a very detailed definition of 

the functions it had to perform. Our experience has 

shown us that the only way that the best possible 

machinery can be created is if both sides are 

perfectly aware of how the final result is supposed 

to look. When we say micrometres, we do mean 

micrometres. BLUM was aware of this from the 

beginning, so we felt at ease with them right 

away,” said Lothar Schmid, the Head of Presses 

Production Line at CERATIZIT.

A concept using two robots was first pursued – 

a delta robot for handling the inserts and another 

portal conveyor system for handling the boxes, 

in which the tool inserts were to be placed. The 

robot would remove the plates from a transport 

pallet and place them in the machine on a high-

speed rotary bench. This rotary bench would turn 

the insert under the camera where it would be 

measured. Finally, the robot would place the insert 

into a 10-insert box. To ensure a stable process, 

Blum-Novotest developed a monitoring system 

that ensured that the boxes would lock into place 

correctly during stacking.

“It became apparent as early as the design stage 

that robots would be too expensive and that 

getting two systems to work together would be 

too complicated. A changing gripper system was 

the breakthrough. We now use two different rapid 

prototyping vacuum grippers to transport the tool 

inserts and the boxes using the delta robot,” said 

Mösle.

“The BLUM developers did a great job. The plant 

is now running absolutely reliably. “We didn’t ship 

the machine until optimisation was complete and 

it was running reliably without any problems. That 

can take a little longer with such a machine, where 

we’re working at the limits of the laws of physics, 

and with prototypes,” remembers Schmid. “The 

inserts were really heavy considering their small 

size, and it wasn’t easy to ensure that they didn’t 

fall off with the fast movements of the robot. The 

precision of the measurement process is also 

on the limit of what is technically possible,” said 

Schmid, explaining the challenges. 

“BLUM has provided a compact, space-saving 

machine. We’re very low on space, so every square 

metre counts. The BMK 3 is nice and compact, 

and can be installed anywhere. We also have the 

option of actually integrating the machine later in 

the production process, just as I had envisioned.”

The Blum-Novotest measuring cell offers 

quantifiable advantages – the BMK measures 

40% more tool inserts per hour on half the space 

compared to the old system, and all this at a speed 

that could not be achieved before. “We were fast 

before, but now we’re measuring what we want 

– all of the insert’s features,” explained Daniel 

Scheiber. 

“And we can operate the system practically without 

personnel – the operator just looks in from time to 

time to fill up empty packaging boxes. Our operators 

have taken quite a liking to the BLUM system. We 

have a very open and honest relationship with Blum-

Novotest, that was clear in the development and 

optimisation phase. Our needs were understood 

right away and met superbly. We’ve achieved the 

necessary throughput rate, whilst still achieving 

maximum measurement precision and a very 

reliable process. This has provided us with large 

capacity reserves – and shown us that the vision 

of integrating measurement into the production 

process is certainly realistic,” concluded Lothar 

Schmid.

Left: On a high-speed rotary bench, 
the tool inserts from CERATIZIT are 
rotated to face the image processing 
system, which measures all of the 
cutting edges with high precision

Left: The compact measuring and 
automation concept BMK 3 enables 
carbide specialists CERATIZIT to 
measure tool inserts at high precision

Above: An extremely fast delta robot 
with rapid prototyping vacuum 
gripper is used for the transport of the 
tool inserts

For Further Information: 

Blum Novotest Ltd 

+44 (0)1283 569691   

www.blum-novotest.com
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Women In Engineering

WOMEN 
IN ENGINEERING

Industrial Director explores and celebrates industries women, following National 
Women in Engineering Day.

Women In EngineeringID

In the second decade of the 21st century we must 

challenge the notion that there are ‘boys’ jobs’ and 

‘girls’ jobs.’ We should all be working to ensure 

that girls and boys consider the widest range of 

career options and pick the one that is right for 

them.

That is why the government supports the ‘Your Life’ 

campaign. ‘Your Life’ aims to significantly increase 

the numbers taking A-level Physics and Maths 

within three years, and double the proportion 

of undergraduate engineering and technology 

degrees taken by women to 30% by 2030.

Furthermore, the recently announced employer-

led Careers and Enterprise Company will support 

stronger links between employers, schools and 

colleges, to encourage them to work together 

more closely to help young people consider all 

possible career options.

The government is also committed to supporting 

working parents in balancing work and family 

life. This includes reforming the rights of working 

parents to enable them to share pay and leave 

in the child’s first year and extending the right to 

request flexible working to all employees.

Against this backdrop the UK has also made 

great progress in increasing the representation 

of women on FTSE 100 boards since 2010, with 

representation now standing at 23%. Lord Davies’ 

recommended target of 25% women on boards by 

2015 is in sight. Some of the performance leaders 

across the FTSE 100 are from the manufacturing 

sector.

Such a constructive approach makes me optimistic 

for the future but I still encourage all companies 

to take action now so that the gender balance of 

boards reflects the gender balance of our society. 

Companies need to harness all available talent. 

Better balanced boards are vital to securing the 

future competitiveness and success of British 

business.

Jo Swinson MP

Minister for Women and Equalities

Using SOLIDWORKS 

and supported by 

NT CADCAM, CUER 

is a 60-strong group 

of students who are 

designing, building 

and racing a solar 

powered car to take part in the World Solar 

Challenge - a 3000km drive across the Australian 

outback, using just 3 sqm of solar panels.

Having always had an interest in maths and 

physics, Amy explains her dreams for the future, 

how she became involved in the CUER project 

and why she’s having too much fun to worry about 

being a woman in an engineering world. 

Q: What made you interested in engineering?

My earliest memory is of watching those crazy 

inventors on TV and I guess I liked the idea of being 

one too.  Being able to make stuff, which could 

improve the world, improve peoples’ lives and help 

society towards a better future, was something 

that interested me.

I’ve always been quite good at Physics and Maths, 

so my natural inclination was towards the sciences 

– but it wasn’t until I did an A Level in Electronics, 

designing circuits and learning about components 

that I found something that really interested me.

Q: What did you study?

I did five A Levels. Maths, Physics, Advanced 

Maths, Computing and Electronics.  I then took a 

Year In Industry placement with Knorr-Bremse, a 

leading manufacturer of braking systems for trains, 

working in their R&D department. The experience 

cemented my dream to work in this industry. Now 

I’m in my second year at Cambridge studying 

general engineering and I hope to specialise in 

electrical engineering and information sciences. 

CASE STUDY: AMY LIVINGSTONE
Meet undergraduate Amy Livingstone who is head of electronics for The 
Cambridge University Eco Racing (CUER) team. 

Q: Was there anyone who inspired you to become 

an engineer? 

My mum inspired me to do Physics. Once my brother 

and I were old enough, she went back to university 

herself to do a Physics degree and I remember how 

interesting she made it all sound. She went on to work 

as a publishing editor for the Institute of Physics. 

The other mentor was my supervisor Paul Hoy 

at Knorr-Bremse. He was so enthusiastic about 

engineering and everything you can do with it, that it 

was infectious. For 13 months I got to do practical, 

hands-on electronics, which was invaluable before 

going into a more theoretical course at Cambridge. 

Q: What things have you made or would you like 

to make?

Right now I am involved in the Cambridge University 

Eco Racing (CUER) team. As head of the Electrical 

team, we are building the car’s circuitry so that it will 

be as efficient as possible without giving off too much 

heat, and sustain the solar power to last the course. 

In the future I like the idea of developing driverless cars, 

and of course robots. Everyone loves robots!

Q: How did you get involved in CUER?

My course at Cambridge is very theoretical, so there 

are lots of practical projects you can get involved in. 

There’s the Cambridge Autonomous Underwater 

Vehicle (CAUV) group who’s long term goal is to design 

and build a submarine that could inspect the underside 

of pancake ice flows in the artic; Cambridge University 

Spaceflight (CUSF) society who aim to launch a 

rocket into space for under £1,000 and our Formula 

1 Student team, Full Blue Racing.  I liked the idea of 

CUER because it’s a big team effort and it was the only 

society going out to Australia!

Q: Do you use CAD in your electrical designs 

for the car?

Up until now we had been using pieces of paper 

and pen (and string in fact) for the cable layouts and 

placement in the car.   We have access to Altium 

for individual circuit layouts.  But we’ve just got 

SOLIDWORKS Electrical to do the cable layouts 

for the car.  We’ve had an on-site demonstration 

from NT CADCAM and I‘m really looking forward 

to using it over the summer holidays.

Q: How did you get chosen to be a CUER test 

driver?

The car was designed to be as aerodynamic 

as possible which meant the cockpit could only 

accommodate people 5ft 6 ins only.  So for once 

being a woman helped here!  So far we have two 

test drivers, me and another male student. We 

are currently looking for a driver for the race in 

October. Unfortunately I can’t do it because it is in 

term time.  At the moment I haven’t driven it above 

55km/h. Although it’s designed to go between 

100 and 110 km/h, going at 55 feels really fast 

because you are quite close to the road and it is 

very noisy; Dampening the sound isn’t a priority.

Q: How many women are in the CUER team?

In the Electrical side of things, we have 3 girls 

out of roughly 7 or 8 players. While out of the 

five leadership roles, two out of five are women.  

I’ve never felt that I am in the minority. Here we 

aren’t judged for being women, it more like “it’s 

great you are in engineering.” It is a very accepting 

environment, I like the people involved and 

everyone is passionate about what they do.

Left:  Solar powered car to 
take part in the World Solar 
Challenge

This feature continues on 
the next page
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SOLIDWORKS 
WOMEN IN ENGINEERING PROGRAMME

As former education secretary Lord Kenneth Baker stated earlier this year, “Engaging 

girls in engineering is a national challenge.” With less than 10 per cent of the 

UK engineering workforce female (compared to 14-30 per cent in our European 

counterparts), and almost half of maintained co-ed schools sending no girls to take 

A-Level Physics  -  the statistics can make pretty grim reading.

But there is a shift. Companies are realising 

that attracting and retaining a more diverse 

workforce will maximise innovation, creativity and 

competitiveness. Women engineers are getting 

involved in exciting and far reaching projects 

stretching from the Cross Rail project (Linda Miller), 

the London Eye (Jane Wernick) and running oil rigs 

(Melissa Clare) to heading up organisations such 

as the Fab Labs network (Sherry Lassiter) and 

the Royal Academy of Engineers (Prof Dame Ann 

Dowling). 

Behind the headlines, there are many women in a 

vast array of engineering and technical fields who 

are using 3D CAD and enjoying an exciting and 

challenging career. 

Last year SOLIDWORKS launched their Women 

In Engineering (WIE) recognition programme to 

help recognise the outstanding achievements by 

honouring one female engineer per month who is 

making a valuable contribution in their engineering 

field. The first UK recipient was Michelle Shearman, 

who at the age of 14 was the first female to 

get accepted into the Young Apprenticeship 

Engineering Programme. Fast forward and she 

is now in her first year of Level three qualification 

and working as an apprentice for Sumac Precision 

Engineering.

“I’m literally working my way round each of the 

sections at the moment,” says Michelle. “I worked 

in assembly and I’ve just finished some timing 

fabrication where I’ve learned welding and all sorts. 

I didn’t think I’d like it but I actually love it.”

Marie Planchard, director of SOLIDWORKS 

education portfolio and a mechanical engineer 

herself, sits on the WIE board and says the 

programme is exceeding their expectations. 

“Since announcing at SOLIDWORKS World 2015 

that the programme was available to women 

globally we have been overwhelmed with talented 

and inspiring women engineers.

“I recently nominated Kristen Railey, a mechanical 

engineer for Lincoln Labs in Boston, who also 

mentors youths at the weekend running Girls Who 

Build engineering workshops.  These workshops 

are encouraging girls to design wearable 

technology, for example 3D printing a bracelet and 

programming a wearable electronics circuit that will 

light up in their shoes. It’s women like this that we 

are excited about showcasing their contributions to 

the SOLIDWORKS community and society.”

Other recipients of the programme include, 

Rachel York, who’s passion for drawing took her 

hand drafting 2D legacy projects to 3D CAD and 

she now runs the SOLIDWORKS User Group in 

New York.  While Sukrutha Raman Bhadouria, a 

senior software engineer in Test on the Salesform 

Platform also works as MD for Bay Area Girl Geek 

Dinners, an organisation which has over 15,000 

female members who get together to learn and 

inspire each other. 

Marie says creating awareness of the variety of 

roles that women can achieve in the industry is 

important because it shows the next generation 

that engineering is not all about men tinkering away 

in sheds with a pair of oily overalls on.

“The WIE programme is all about creating 

awareness, supporting and facilitating,” says 

Marie. “Young women need a sense of purpose to 

do the right thing and they have a different skills 

set: Creativity, purpose, team focus, organisation, 

leadership and resolving conflict all make up female 

characteristics. And it’s not just research. The Pax 

Fund shows how top global companies perform 

well when there are women in leadership positions.

“There is certainly a STEM skills shortage gap and 

women make up 50 per cent of the population, so 

it’s important we reach out to the other half of our 

society and inspire others. These recipients are not 

rock stars, just women doing their jobs and helping 

others achieve their goals.”

To nominate a recipient for the 

SOLIDWORKS Women In Engineering 

Programme, get all the information here 

at:

http://www.solidworks.com/sw/

communities/women-in-engineering.htm

Winner of the 2014 
Women’s Engineering Society Award Lucy Ackland

Award winning Renishaw engineer Lucy Ackland shares her thoughts on the challenges 

facing women in engineering in 2015.

A Project Manager within Renishaw’s Group 

Engineering operation and winner of the 2014 

Women’s Engineering Society Award Prize, Lucy 

believes there are three key factors causing the low 

proportion of female engineers in the UK.

“National Women in Engineering Day is an 

appropriate time to reflect on the current number 

of women in engineering. Figures from the IET 

and Engineering UK state that our nation has the 

lowest proportion of female engineers in Europe, 

at just 6%, compared to leading countries with 

30%. If this continues the UK will be unable to 

find the 1.82 million people with engineering skills 

that employers will need by 2022. In my opinion 

there are three main factors that cause the low 

percentage.

Firstly there is the shocking fact that 46% of 

schools in England did not send a single girl on to 

study A-level physics in 2011 (Institute of Physics). 

The ambassadorial position I have been embracing 

has enabled me to talk to a large number of girls 

between the ages of 14 and 17, and the message 

I keep hearing is ‘I’m no good at science’. The 

challenge is to find ways of empowering these girls 

to believe in themselves.

Secondly, in some organisations the over 

representation of males in the workplace can 

create ‘boys clubs’ and therefore not always a 

comfortable place for a woman to be. It is rare to 

see much obvious discrimination or people openly 

trying to make women feel uncomfortable in their 

position, but we need to work harder to create an 

inclusive working environment that everyone feels 

comfortable to be a part of. 

Thirdly, it has been estimated that 22,000 qualified 

women have not returned to the engineering sector 

after a maternity or career break. This is a huge 

number considering how few women actually 

work in engineering. These are trained engineers 

that we can ill afford to lose when facing such a 

drastic skills shortage. What can businesses do to 

be more flexible when it comes to working hours 

and childcare for men and women alike?

I have found my career exciting, challenging, 

diverse and enjoyable so there is no reason why 

many women shouldn’t feel the same if they were 

to choose this profession. I will continue to work 

hard to spread my message in my efforts to help 

change outdated engineering stereotypes.”

“I have found my career exciting, challenging, diverse and 

enjoyable so there is no reason why many women shouldn’t feel 

the same if they were to choose this profession.”

Further Information Available From:

www.renishaw.com
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Northern Manufacturing

Northern Manufacturing 
& Electronics

Many manufacturers have now recognized they 

can improve surface finishes and tool service lives 

by utilising the innovative TRIBOS system; and at 

Northern Manufacturing from the 30th September 

to the 1st of October, the latest interfaces will be on 

show. These new interfaces deliver a higher level 

of standardization for the precision tool holding 

systems for micro machining and are now available 

with the TRIBOS RM and TRIBOS MINI ranges. 

The TRIBOS-Mini that has been designed for high-

speed micro applications can now be integrated 

with a high-speed HSK-E 20 spindle interface. The 

clamping technology experts at SCHUNK believe 

this newly standardized interface is superior to 

many short taper interfaces due to its accuracy at 

high speeds. In addition, it needs much less space 

compared to the HSK-E 25 interface. SCHUNK 

has designed the robust TRIBOS-RM with an 

extended L1 dimension of 78mm especially for 

high-efficiency 5-axes machining. In order to allow 

Schunk Set to Grip Crowds
At the Northern Manufacturing 2015 exhibition in Manchester on stand A45, Schunk 

will once again be promoting its Synergy Concept alongside a number of new products 

that have been launched recently. 

From 30 September 2015 to 1 October 2015 Northern Manufacturing & Electronics  will open it’s door once 

again as the largest exhibition dedicated to serving the needs of manufacturing and electronics industries in 

the North of England.  Event City, Manchester, makes the show easily accessible to visitors from the North. 

For event and seminar pre-registration visit   www.industrynorth.co.uk

ID Northern Manufacturing

precision machining of hard-to-reach areas, the 

mount can also be combined with the standardized 

TRIBOS-SVL tool extension with adaptations for 

HSK-A 32, HSK-A 40, HSK-E 32 and HSK-E 40 

interfaces. 

Additionally, Schunk will be keen to promote to the 

aerospace and composite machining fraternity the 

TENDO E Compact hydraulic expansion toolholder. 

Capable of reducing set-up times by up to 60% 

whilst generating up to 2000Nm of torque, the 

TENDO E Compact delivers micron precision for a 

host of machining applications. With this precision 

toolholder, even demanding applications with tight 

tolerances on the form, position and surface finish 

can be rapidly and reliably machined. 

Another product that will be of interest to the high-

tech visitors and exhibitors alike at the show, will 

be the innovative SPM Plus 138 fixture membrane. 

Manufactured from aluminum, the SPM Plus 

provides the clamping of a multitude of geometries 

from all sides with its innovative pull-down effect. 

Firstly, a 0.5mm high tuning ring is inserted 

between the quick-change pallet module and the 

fixture membrane, and then the exact workpiece 

geometry is milled according to the blank on the 

fixture’s clamping surface. Once prepared and 

the tuning ring removed, the workpieces can 

be inserted within seconds and the complete 

circumference be clamped by locking the VERO-S 

module. This in turn deforms the fixture membrane 

to provide the clamping.

New Lee Spring Production Show
Lee Spring will exhibit a number of new products at the Northern 
Manufacturing & Electronics show 2015, from 30 September to 1 October 
on stand L61 at Event City, Manchester.

The latest Series 22 Lee Spring catalogue will launch 

on-line around the time of the show and will contain 

a number of additions including an increased range 

of Lite Pressure™ springs, Belleville washers and 

Compression springs designed to meet Military 

Specific Standards.  These introductions follow 

the successful new ‘Skinny & Strong’, low index, 

High Pressure Compression Springs, an increased 

Metric Bantam™ Mini Compression Spring offering 

and the latest in Heavy Duty Die Springs all released 

within the last year.

“We continue to add new spring designs to our 

already extensive range and the catalogue will 

contain over 22,000 products, to suit various 

customer requirements” explains Chris Petts, 

Managing Director of Lee Spring UK.  “Northern 

Manufacturing & Electronics will provide us with 

the opportunity to interact with professionals in 

the Automotive, Aerospace, Defence, Electrical 

or Electronic Engineering, Handling, Industrial 

Machinery and Mechanical Engineering sectors, to 

discuss their specific needs and to present the ideal 

solutions from our extended product portfolio.”

Products on display on the Lee Spring stand 

will include compression, plastic composite, 

extension, torsion and REDUX™ Wave springs. 

Visitors can also speak with a Lee Spring specialist 

on the stand.

For specialist products or materials that are not 

featured in the catalogue, Lee Spring’s custom 

spring design service can provide solutions for 

almost any application

For more information visit 

www.leespring.co.uk  

or call +44 (0)118 978 1800

We are delighted to once again be Northern 

manufacturings preferred speakers on 

3D printing and Additive Manufacturing 

technologies.An Introduction to 3D Print 

with Stratasys & Objet 3D printers and the 

exciting benefits this technology brings to 

manufacturers, Case study examples of the 

limitless applications that this brings across 

all sectors and the new opportunities it 

could open .We are presenting on both 

days of the event. schedule below...

Day 1: 30/09 -  1.10PM 

Day 2: 01/10 -  9.45AM  

Why not bring an STL file when you visit our 

Stand and discover which is best for your 

application Stratasys FDM or Objet polyet 

3D printers. 

Explore Stratasys & Object 3D 
printers with industry expert 
Wayne Kite & meet our 3D Printer 
team at Northern Manufacturing

For Further Information:

www.smg3d.co.uk

For more information visit the 

official website or send an email to 

uk@faroeurope.com.

Where they will present cutting-edge 

metrology products such the FARO Edge 

with touchscreen computer for basic 

measurements, FARO Laser ScanArm HD 

with the lightest laser line probe for non-

contact measurements, the FARO Gage 

with barcode scanner, as well as the brand 

new FARO Laser Tracker Vantage for large 

volume measurements.

Stand: D23

FARO UK invites you to the 
Northern Manufacturing Event

Schunk Intec Ltd.
+44 (0)1908 611127 
www.gb.schunk.com
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Tweet Tweet
A little birdy told me …

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

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

or email info@industrialdirector.com

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

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

20% off our #Ultrawave #ultrasonic 

#cleaning #Detergents - Order online now 

www.ultrawave.co.uk/20-off-all-ultraclean-

detergents.html

Just some of the talented faces at Sandvik 

Coromant that are breaking the mold 

every day! #ILookLikeAnEngineer

Discover #Apprentice opportunities in #Engineering and 

#Business at the @AMRCtraining Open Event on August 11 

http://ow.ly/QvTFo 

The @Jaguar V8 and HTP 

pump are bolted into @

BLOODHOUND_SSC 

Are you in Europe? Don’t 

miss your local #Haas 

Factory Outlet’s Demo 

Days, September 9 & 

10:  http://atyourservice.

haascnc.com/Haas-

Europe_Demo-Days

Heavy Metals – They have 

Periodic Concerts

Latest News via MTDCNC, Kasto 

announces open house dates 9th 

& 10th September

@ultrawave_uk

@SandvikCoromant

@BLOODHOUND_SSC @Haas_Automation

@EngineersHumor

@sheffielduni

@MTDonline




