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Widely recognised as the world leader in 

the design and manufacture of transmission 

and drive train technology, Xtrac has built 

its business and reputation on a passion for 

innovation, precision and quality. So, when 

the company needed a metrology supplier 

with likeminded principles, the Thatcham 

based Company turned to Mitutoyo. Read 

more from Page 14
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Following on from successful events at 

the AMRC in Sheffield, WNT is hosting a 

further series of Five-Axis Strategy Days 

in partnership with Open Mind and XYZ 

Machine Tools. The events, taking place 

on the 5th and 6th December at XYZ 

Machine Tools Nuneaton showroom, 

highlight the significant time savings 

that can be achieved when machining in 

simultaneous five-axis mode using WNT 

circular Segment cutters in conjunction 

with Open Mind’s hyperMILL MAXX 

Machining CAD CAM software. 

Each day will consist of two sessions, 

one starting at 9:00 and a repeat session 

after lunch at 13:00 and will consist of 

a theoretical presentation of the major 

advantages of this milling strategy 

that can deliver cycle time savings of 

up to 90 per cent when compared to 

conventional processes. Following the 

presentation visitors will then witness 

first-hand the combined performance of 

the WNT circular segment cutters and 

the Open Mind software, which will be 

Workholding equipment manufacturer 

OK-VISE has announced two new 

systems for checking how tightly a 

component has been clamped, mindful 

that during automated machining in 

particular, verifying holding force has 

always been a challenge. The Finnish-

made products are available in the UK 

through 1st Machine Tool Accessories, 

Salisbury.

The accuracy of workpieces, especially 

those that are delicate or of thin-wall 

construction, can be adversely affected 

if clamping pressure is too high. An 

on-screen digital readout of clamping 

pressure from a Digiforce device enables 

the operator to verify that a hydraulically 

secured component is held correctly. 

An optional SCADA (supervisory control 

and data acquisition) system can collect 

information from several Digiforce 

displays over a standard Modbus 

SCHUNK has introduced two 

premium quick-change pallet 

modules with unique features. The 

VERO-S NSE3 138 quick-change 

pallet module and the VERO-S 

NSE-T3 138 tombstone module 

offer an optional spring-actuated 

cone seal that automatically locks 

the module’s changing interface as 

soon as the clamping pin is lifted. 

In combination with the cone seal, 

the quick lock prevents chips or 

dirt from lodging into the interface. 

Without changing the height, it locks 

the last gateway of the otherwise 

completely sealed modules. 

SCHUNK has yet again boosted the 

performance characteristics of the 

VERO-S NSE3 138 as compared to 

previous top sellers. An enormous 

pull-down force of 8kN or 28kN 

with activated turbo function as 

DMG Mori has introduced a 

powerful, universal turning machine, 

the CTX 2500|700, for machining 

components up to 366 mm in 

diameter from billet or 76 mm from 

bar and to a maximum length of 705 

mm. Class-leading performance 

is claimed by the manufacturer, 

Gildemeister Drehmaschinen, 

whose managing director Harry 

Junger comments, “For the first time 

we can turn grooves up to 12 mm 

wide in CK45 steel and drill holes to 

80 mm diameter.”

The ergonomic machine combines 

the performance and stability of 

two successful models in the DMG 

Mori range. It has the rigid machine 

bed and stable box guideway 

configuration of the NLX 2500|700, 

of which more than 10,000 have 

been sold, coupled with the VDI 

turret and Siemens 840D solutionline 

with ERGOline 21.5” touch-screen 

control from the CTX beta 800. DMG 

Mori’s proprietary app-based control 

and operation interface, CELOS, is 

Iron’s everywhere. The turbines in those 

big windmills popping up all over the 

place. Engine blocks, transmission 

cases, and turbocharger housings. The 

pumps that bring water to our faucets 

and the hydraulic manifolds that put the 

“move” into earthmoving machinery. 

Without iron, none of these would 

be possible. This is why Kennametal 

has put so much effort into producing 

cutting tools that make iron machining 

both cost-effective, efficient, and 

ensures easy handling.

One significant step in this direction 

came a little over one year ago, when 

Kennametal announced its Mill 16 face 

mill, the next generation in roughing 

tools designed specifically for removing 

large amounts of cast iron quickly, 

offering the highest productivity and 

lowest cost per edge in roughing and 

semi-finishing applications. Kennametal 

is pleased to announce that it is building 

Houghton International plc has re-

structured its UK sales division with 

the announcement that Matthew 

Bartle will take the reigns as the new 

UK Sales Director. The global leader 

in advanced metalworking fluids and 

services has created the new position to 

streamline and harmonise its business 

development and sales departments. 

The new structure at Houghton will 

create a synergy that will benefit both 

the customers and the internal divisions 

of Houghton in the future. 

The new UK Sales Director joined 

Houghton in 2010 as a Technical 

Account Manager and Matt has since 

progressed his career within the 

company, taking on a number of key 

roles. In the last three years in his role 

as UK Business Development Manager, 

Matt’s professional performance has 

more than justified his promotion to the 

newly created Sales Director role. 

Matt has an exceptional level of 

The high technology company 

TRUMPF presented the world’s 

fastest and most productive 

medium-format 3D printing system 

at the formnext trade fair in Frankfurt. 

TruPrint 5000 works according to a 

so-called multi-laser principle with 

three beam sources and is equipped 

with optics specially designed by 

TRUMPF. In combination with the 

exposure strategies developed by 

TRUMPF and the optimally adjusted 

process parameters, the TruPrint 

5000 cuts exposure time per job by 

a factor of three. Based on Laser 

Metal Fusion (LMF) manufacturing 

technology, the system uses laser 

power to generate complex metallic 

components layer by layer in the 

powder bed.

Drawing on many years of 

development work in additive 

manufacturing, TRUMPF helped the 

technology make its breakthrough: 

“All our new 3D printers are selling 

High Specification Universal Lathe

included.

Top accuracy and surface quality of 

machined components derive from 

the thermostability of the lathe, which 

has a spiral oil jacket around the 

spindle to control the temperature 

and coolant recirculation through 

the cast bed. A linear scale with a 

standard resolution of 0.01 µm is 

fitted in the X-axis for high precision 

positional feedback. Rapid traverse 

of 30 m/min in the linear axes 

ensures short idle times and a Y-axis 

may be specified for turn-milling 

work of high complexity.

www.dmgmori.com

A New Flagship For Quick-Change 
Pallet Technology

well as increased dimensional 

stability for the module body have 

a positive impact on the rigidity of 

the clamping solutions. As a result, 

the highest tilting moments and 

transverse forces can be reliably 

absorbed when parts are clamped 

at the base for machining their 

height. All components are made 

of hardened stainless steel, making 

them absolutely corrosion-resistant 

and extremely long-lasting 

 www.gb.SCHUNK.com

Clamping Force Verification Systems

connection so that historical data can 

be viewed and adjustments made as 

necessary.

A second device, Dotforce, allows 

the holding force of manually secured 

workpieces to be checked. It also forms 

part of the Multi-Rail RM workholding 

system and utilises a visual red dot in 

a clamp module. The dot gradually 

fades to grey as a spanner is turned, 

showing when the holding force is 

correct. Various modules are available 

for different clamping pressures.

www.1mta.com

WNT joins forces with Open Mind and XYZ 
to deliver MAXXimum performance

demonstrated on the XYZ UMC-5X five-

axis machining centre. 

Due to limited space, with only 20 

places available for each of the four 

presentations (morning and afternoon 

on each day), pre-registration is 

essential, with places allocated on a first 

come, first served basis. Registration 

can be completed at www.wnt.com/uk/

wntevents. 

Further details of the Circular Segment 

milling strategy and its benefits can be 

found here: http://bit.ly/2iBVvek

Got Iron?

on that success by expanding the Mill 

16 platform by introducing new cutter 

body styles, new insert geometries and 

grades, and a split case design for large 

diameter bodies that reduces spindle 

bearing loads.

With these new additions the portfolio 

will fit any of your cast iron face milling 

applications. From fine pitch wedge 

style cutters for highest productivity and 

very powerful machines to medium and 

coarse pitches screw-on cutters when 

horsepower is limited. From machining 

of small components to very large 

components.

www.kennametal.com

Houghton Re-Structure Creates New 

Sales Director Post

business development and sales 

experience and this will enable the new 

sales director to spearhead the internal 

re-structure that aims to create a 

greater synergy between the sales and 

business development departments. 

www.houghtonglobal.com 

TRUMPF Presents Fastest 3D 
Printer In The World

well, and we’re gaining increasing 

market shares in various sectors. 

Accordingly, we will most definitely 

be further investing in this highly 

promising field,” says Peter 

Leibinger, Chief Technology Officer 

at TRUMPF. This includes the 

establishment of a new development 

unit in Aachen. “As a seedbed 

for technologies of the future and 

with its proximity to RWTH Aachen 

University and the Fraunhofer 

Institute for Laser Technology, 

Aachen is an ideal location to further 

develop our additive manufacturing 

technologies,” says Leibinger.

 www.trumpf.com

With the acquisition of its long-

standing software partner Comara 

GmbH, tooling expert Walter is 

reinforcing its decision to strive 

for further growth in the digital 

sector and build on the company’s 

Engineering Kompetenz.

As Walter AG President, Mirko 

Merlo, states: “This is a key strategic 

step towards expanding our digital 

portfolio and further developing our 

company towards Industry 4.0.”

Acquiring Comara constitutes 

the next logical step in Walter’s 

development from product to 

process partner, he says, and now 

to digital process partner, too. 

The objective is to be able to 

understand and interpret processes 

in a holistic way and to develop 

digital solutions that enable 

Walter’s customers to boost their 

productivity and efficiency across 

the entire process chain – again 

demonstrating how, together with 

customers, Walter will always find 

the best solutions.

Comara will remain an autonomous 

operation with separate products 

and its own retail arm.

www.walter-tools.com

Walter Acquires Comara
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SolidCAM UK Ltd are pleased to 

announce that they have relocated 

their Technology Centre to a more 

spacious and prestigious workshop 

within the sophisticated premises 

of alimex UK Precision in Aluminium 

Ltd, based in Stonebridge, Milton 

Keynes; alimex are a leading provider 

of Cast Aluminium Tooling Plate and 

Block Solutions. Further services 

include cut to sizes bespoke pieces 

and precision CNC machining. The 

decision to relocate due to the huge 

success of the company’s ‘Total 

Manufacturing Solution’ seminars 

held throughout this year alongside 

its Technology Partners, since first 

opening back in November 2016. 

SolidCAM UK first opened the 

Technology Centre to keep-in-line 

with their ever-growing consumer 

demand and to stay ahead in what 

it describes as a competitive and 

fast moving industry. Seminars 

have been held to bring the ‘best-

in-class’ Technology partners 

together to provide companies with 

the ability to make the right choice 

of CNC Machine Tool, Tooling & 

If you are looking to boost productivity 

when milling challenging materials, 

Industrial Tooling Corporation 

(ITC) has the answer with the new 

VSM17 line of shoulder milling tools 

from Widia. The high-productivity 

90degree shoulder milling platform 

from Widia offers an aggressive 

ramping angle up to 8.8degrees with 

a well-guided internal coolant supply; 

both features combine to generate 

impressive material removal rates 

and chip clearance. The steel 

VSM17 tool bodies are available with 

screw-on, Weldon and cylindrical 

end mills from 25 to 40mm diameter 

with regular and long shanks, shell 

mills from 40 to 160mm and the 

M4000 cartridge milling system with 

diameters from 125 to 315mm. The 

various tool bodies incorporate an 

An advanced training machine designed 

to raise the skill level of horizontal 

machining centre operators away from 

the shop floor has been introduced 

by Heller Machine Tools. Available for 

demonstration in the new customer 

area at the company’s Redditch factory, 

the latest CNC ProfiTrainer builds on the 

capabilities of an existing 4-axis version 

with rotary table by offering the option of 

an additional +30 / -120 degree A-axis. 

The fully configured, functional machine, 

which is powered by a single-phase 

electrical supply, is likely to be of interest 

to industrial training establishments, 

colleges and schools, especially as 

it is small enough to be transported 

between different educational centres 

if necessary. Larger OEMs and 

subcontractors may also choose to 

adopt the machine for operator training. 

There is a rental option, with payments 

subtracted from the purchase price if a 

customer later opts to buy the machine.

The realistic simulator is fitted with a 

full version of the Siemens 840D sl 

The Detron GFA series of 5-axis rotary 

tables from YMT Technologies set new 

standards in build quality, accuracy and 

flexibility. Critical faces within the rotary 

tables are ground rather than just turned 

for indexing accuracy and concentricity. 

Engineers can also increase productivity 

with larger cuts and benefit from 

smooth braking without deformation 

of the table surface during braking. 

Detron’s patented dual piston clamping 

technology and a fully enclosed brake 

drum ring operating at high pressure 

makes this possible.

Jason Short from YMT Technologies 

says, “The GFA series of tables delivers a 

small footprint allowing more and larger 

parts to be manufactured and, the large 

centre bore and height of the centre line 

add to the flexibility of the unit. We are 

XYZ Machine Tools has been awarded 

accreditation from leading third-

party accreditation scheme Alcumus 

SafeContractor for its excellence in 

health and safety in the workplace, an 

award, which is used and recognised 

by SMEs and FTSE 100 companies 

across the UK. In gaining the award 

XYZ Machine Tools had to prove that 

it met the Alcumus SafeContractor’s 

extremely rigorous standards in health 

and safety management.

XYZ Machine Tools’ involvement in the 

manufacturing/engineering sectors, 

with its requirement for installation 

of heavy, high technology, machine 

tools, sees it working with companies 

from owner-operated sub-contractors 

through to the largest blue-chip 

manufacturing businesses. As a result, 

XYZ Machine Tools already work to 

exacting standards of health and safety, 

Burkhardt + Weber (B+W) has 

incorporated the stiffness and power 

of its heavy duty MCX horizontal 

machining centres into a new, 

smaller model, the MCC 630. In 

so doing, it has created one of the 

most rigid and powerful metalcutting 

centres in its class for producing 

prismatic components weighing up 

to 1.5 tonnes including the fixture. 

Availability in the UK and Ireland is 

through sole agent Geo Kingsbury.

The 4-axis machine, including 

C-axis rotary table, has twin 630 

mm (optionally 630 x 800 mm) 

pallets and a nominal one-metre-

cube working envelope. It is now 

the smallest in the B+W range with 

a footprint of 8 x 3.3 x 3.5 metres. It 

is also the first standard machine in 

series production at the company’s 

Reutlingen factory in southern 

Germany, which until now has built 

machining centres to customer 

specification. 

SolidCAM UK Ltd Relocate 
Technology Centre

Tool-Holding, Work-Holding, CAD/

CAM software for programming 

and verification software, so that 

successful manufacturing can be 

achieved. 

Malcolm Hohls, Head of Global 

Product Management, alimex UK 

Precision in Aluminium Ltd, “The 

SolidCAM UK Technology Centre 

offers the end user the opportunity 

to gain insights and experience into 

the complete manufacturing cycle; 

SolidCAM Component Simulation / 

Programing, ROMI CNC Machining 

and alimex Material Performance all 

in one location. A unique opportunity 

to experience the forefront of 

Innovation First-hand

www.solidcamuk.com

optimised chip gash that optimises 

stability, chip removal and cutting 

efficiency.  This latest addition to 

the Widia 90° Victory Shoulder 

Mill (VSM) Series generates low 

horsepower consumption, versatility 

and a soft cutting action that 

makes the VSM17 the choice tool 

for everything from light, precise 

machining to medium roughing. 

www.itc-ltd.co.uk

A Strong Shoulder For High Speed Milling

both at its own premises and when 

employees are on-site at a customer, 

a fact recognised in this award. 

However, gaining the SafeContractor 

accreditation will aid the Devon-based 

company in creating a uniform standard 

in its ongoing and focused approach 

to safe working practices. The award 

will also be recognised and viewed 

positively across the industry, allowing 

work to be carried out in a more efficient 

manner, especially at the larger OEM 

customers.

www.xyzmachinetools.com

XYZ Awarded Major Safety Accreditation   

control and is now also available with 

Fanuc and Heidenhain equivalents. 

Having 200 mm linear travels driven by 

servomotors at up to 15 m/min over 

linear rails, the machine is designed to 

mimic realistically the operation of a full-

size Heller machine tool. However, it can 

also be used to provide training for any 

make of prismatic machining equipment 

in a safe environment.

www.heller.biz

New 5-Axis Machining Centre For Training

YMT Delivers Flexibility And 
Higher Productivity

finding that the most popular model is 

the Detron GFA-210S which is perfect 

for most applications.  Repeatability and 

accuracy are important to the customer 

and the GFA 210S has a resolution of 

.001 degrees and repeatability of 6-8 

seconds, thanks to its high precision 

cross roller bearings and, tested with 

5 continuous clockwise and counter 

clockwise rotations, it meets ISO 230-2 

standards.”

www.ymtltd.co.uk

Compact Machining Centre With 
Exceptional Rigidity

The single-piece bed casting allows 

rapid installation and commissioning, 

either as a stand-alone machine or 

as part of a line. B+W integrates a 

high level of Industry 4.0 monitoring 

and networking capability into its 

machines, offering comprehensive 

data acquisition and communication 

for efficient production, process 

safety and timely maintenance.

www.geokingsbury.com

Nearly 100 people attended 

Bystronic UK’s latest three-day 

open house held at its Coventry 

showroom. The theme of the event 

was innovation, automation and 

integration to support the smart 

factory of the future, as they apply to 

the company’s sheet metalworking 

machinery, notably CNC laser 

cutters, press brakes and water jet 

cutting machines.

Visitors were able to see many of 

the latest technological advances 

from the Swiss company and 

witness presentations and practical 

demonstrations. The event also 

allowed engineers to catch up on 

advances announced at Bystronic’s 

Competence Days held in June at 

group headquarters in Niederönz. 

They included manufacturing 

software, MES, which is being 

developed in collaboration with 

Spanish company, Lantek; ByCockpit, 

an Industry 4.0-compatible app that 

monitors sheet metal machining 

processes in real time; a new rotary 

axis for processing tube on a ByStar 

Fiber flat-bed laser cutting machine; 

and Xpert 80, a new press brake that 

can be moved around a factory by fork 

lift truck, yet offers a generous bending 

capacity of 80 tonnes over 1.5 metres 

in a footprint of less than three square 

metres.

David Larcombe Bystronic UK’s 

managing director commented, “There 

is a continued, robust confidence in UK 

manufacturing and there remains an 

appetite to invest in our recent technical 

innovations and in the future.”

 www.bystronic.com

Bystronic Open House Was 
Well Attended

A robotic component handling system, 

Feedio, has been introduced by the 

Japanese manufacturer, Brother, to 

increase the production efficiency of its 

Speedio range of 3- to 5-axis machining 

centres. Available in the UK and Ireland 

through Whitehouse Machine Tools, 

the compact unit can be retrofitted to 

upgrade any machine in the range.

All are highly productive, with tool 

change in under one second, 0.2 

second spindle start / stop, 50 m/

min rapids, 30 m/min cutting feed and 

377 m/min synchronised tapping, for 

example, coupled with simultaneous 

movement of up to five CNC axes 

to minimise non-cutting time. The 

automated component load / unload 

option exploits that speed to the 

maximum by delivering parts to the 

spindle faster than an operator is able to 

and without interruption.

The plug-and-play automation unit, 

which communicates with the machining 

centre via a Profibus interface, is 

supplied with a 6-axis ABB robot 

and the manufacturer’s smart teach 

pendant incorporating a customised 

Speedio page. Extended periods of 

unattended and overnight running are 

possible, enabling manufacturers to 

make the most of their investment in 

the machining centre in the knowledge 

that the automation has been designed 

specifically for it and is not a generic 

solution provided by a third party.

www.wmtcnc.com

Automation For High Speed 
Machining Centres



ID

industrialdirector.com   -  December 2017  -   Page 9Page 8  -  December 2017  -  industrialdirector.com

IDNewsNews

RARUK Automation, the robotics 

and automation sister company of 

R. A. Rodriguez, has made several 

new appointments to enhance its 

technical competence and regional 

response.  The first is Iain Wallace 

who, as Senior Robotics Engineer 

and based in Blackburn, is now 

responsible for technical advice and 

sales in the North of England and 

Scotland.

A qualified and time-served 

mechanical and production engineer 

with an MSc in polymer engineering, 

Iain has worked in industrial sales 

and business development for the 

majority of his career. Notably, Iain’s 

service as business development 

manager with the Manufacturing 

Advisory Service has given him 

a good understanding of diverse 

industrial sectors and their specific 

requirements.

Iain’s counterpart in the South of 

England is Ross Lacy who is based 

at the new RARUK Automation sales 

R-TECH Materials, one of the 

UK’s leading testing, analysis and 

consultancy businesses, has hailed 

this year’s Advanced Engineering 

show at the NEC a huge success 

after it increased visitors to its stand 

by 350 % and received 11 concrete 

enquiries.

It’s UKAS accredited state-of the-

art laboratories run tests on all 

types of engineering materials 

from composites and polymers to 

metals and ceramics.R-TECH’s 

experienced team of engineers, 

metallurgists, materials scientists 

and chemists help manufacturers 

with material approval and 

characterisation; identify quality 

issues; solve processing problems 

or identify why a product has failed.

Dr Geraint Havard, R-TECH’s 

GCH Precision Engineering is 

reaping the rewards of investing in 

a Hyundai-Wia heavy-duty, large-

capacity CNC turning machine. 

After realising that OEMs across 

a number of industries were 

struggling to locally source (within 

Scotland) large-capacity machining 

for primarily complex parts requiring 

milling as well as turning operations, 

Graham Hawthorne, CEO of the 

East Kilbride (Glasgow) based 

company, knew that GCH could 

secure this work if he installed the 

Hyundai-Wia L500LMA slant bed 

lathe with C axis and driven tools.

The result is that GCH is now cost-

effectively processing a wide variety 

of work that falls within the turning 

length and diameter capacities of 

2,109 mm and 690 mm, respectively, 

on the machine supplied by T 

W Ward CNC Machinery. The 

DMG MORI Finance is enabling UK 

engineering companies to upgrade 

their machining technology at an 

affordable cost. Running in Germany 

since 2007, its introduction in the 

UK market has resulted in a step 

change in the way in which machine 

tools can be financed. 

DMG MORI Finance is in a unique 

position to understand the needs of 

manufacturing businesses together 

with the technical benefits that can 

be generated through investing in 

DMG MORI advanced technology, 

resulting in increased revenue and 

profits. This highlights DMG MORI’s 

commitment to be a total solution 

provider to its customers.

Traditionally a lending assessment 

is based on historical financial 

information, with little credence 

placed on the positive effect of a 

new machine tool to a business; 

A new addition to the Makino family 

of 5-axis machining centres for 

the production of complex parts is 

announced by UK and Ireland agent, 

NCMT. With a working volume of 730 

x 750 x 700 mm, the a500Z horizontal-

spindle model features a highly rigid 

structure and low inertia, endowing it 

with production efficiency similar to that 

of a 4-axis machine.

The one-piece bed casting, slant-bed 

design and three-point support offer 

high stiffness and stability, while the 

innovative swivelling table has minimal 

overhang for superior rigidity. High 

positioning accuracy is assured by the 

short distance between the A-axis pivot 

point and the workpiece.

A 303 Nm HSK-A63 Makino spindle 

ensures productive machining, 

especially in difficult materials. So too 

does the ability to use inertia active 

control during simultaneous 5-axis 

metalcutting to optimally accelerate and 

decelerate workpieces measuring up 

to 630 mm diameter by 500 mm high 

and weighing a maximum of 400 kg. 

The standard automatic tool changer 

accommodates up to 60 cutters and 

achieves a chip-to-chip time of 2.4 

seconds. High-speed automatic pallet 

change is an additional, efficiency-

enhancing feature. 

Makino machines are renowned for their 

temperature control technology and 

the a500Z is no exception. A thermally 

symmetrical structure is combined with 

effective heat removal from the spindle, 

core-cooled ballscrews and motors to 

ensure machining accuracy during long 

hours of operation. Direct-drive motors 

on the rotary axes are fitted with cooling 

jackets to suppress heat generation.

Effective coolant and chip management 

is a necessity if a machine is intended 

for elevated levels of productivity and 

In response to feedback from users, 

Measurement Solutions has launched a 

completely new offer for those looking 

to step into the world of 3D scanning, 

with a focus on providing a complete 

solution for engineers involved in 

product design and 3D printing.

The Go!SCAN 3D product line offers 

the easiest portable 3D scanning 

experience to users, providing reliable 

scanning results faster than any other 

low-cost scanner on the market. Two 

version of the scanner are available, 

according to the size of scanning 

projects required. The Go!SCAN20 is 

focused on smaller, bench-top products 

such as those typically associated with 

3D printing activities, where maximum 

resolution on objects with intricate detail 

is required. The Go!SCAN50 is able to 

cope with much larger parts, typically 

300mm upwards, so is ideal for larger 

applications such as statues, vehicle 

interiors, plastic thermal mouldings, 

seat design, etc.

In order to make the Go!SCAN 3D 

even more appealing, Measurement 

Solutions have created a complete 

scanning package for new users, 

providing everything they need to 

acquire usable scan data. Says 

Iain Caville, Managing Director of 

Measurement Solutions, “Thanks to 

this latest generation of Go!SCAN 3D, 

scanning for professional engineers has 

never been easier, however they are still 

faced with the challenge of being able to 

do something with the data. Therefore 

we came up with a complete hardware 

and software solution, that provides the 

link between the 3D scan data acquired 

with the Go!SCAN 3D and the user’s 

existing CAD software. In this way, 

there is no need to invest in new CAD 

systems and extensive training for users 

– 3D scanning can now fit seamlessly 

into their existing design or 3D printing 

processes”.

To enable a complete “scan-to-print” 

or “scan-to-CAD” solution, every 

Go!SCAN 3D is available with the 

Growing Automation Team

and showroom facility in Letchworth. 

Both are supported by Paul Keeling 

who has returned to the company 

as a full-time member of staff 

following the completion of his BSc 

in Robotics at Reading University.  

His role is to provide technical 

applications advice and training and 

he too is based in Letchworth.

www.rarodriguez.co.uk

Advanced Engineering
Show Success

Composites Manager, said: “This 

was our second year at the AES 

and it’s been a great show.  We got 

350% more visitors to the stand 

than two years ago and of those 

25% were new business leads, 

which bodes well for the future.  

We’ve already booked our stand in 

the Composites Engineering zone at 

next year’s AES!”

www.r-techmaterials.com

Efficient 5-Axis Horizontal 
Machining Centre

consequently generates high volumes 

of chips. Contrary to the conventional 

5-axis trunnion table setup, the a500Z 

has a wide trough located beneath 

the table. A generous flow of coolant 

from a comprehensive washing system 

that encompasses the pallet loading 

area prevents chips accumulating by 

ensuring that they fall directly into the 

trough. 

To complement its enhanced 

productivity, the machining centre 

features the Makino Professional 6 

(PRO 6) control, which is said to be easy 

for inexperienced operators to learn. 

Features like Geometric Intelligence 

(GI) advanced motion control reduce 

overall cycle times. GI Drilling enables 

the spindle and tool to follow an arc 

from hole to hole instead of moving 

along linear paths, reducing non-cutting 

times. GI Milling is designed to improve 

2D profiling performance by letting the 

user define a tolerance on each corner 

milling path.

Automation is available for both pallet 

and parts handling, including the 

MMC2 and VIP which employ 6-axis 

robots. Standard automation systems 

available on the market can similarly be 

integrated with the machine easily.

www.ncmt.co.uk

Portable Handheld Scanner Offer for 3D 
Printing and Product Design

revolutionary VXmodel post treatment 

software for 3D scan data. The software 

enables rapid finalization of 3D scan 

data for direct use in 3D printing or 

CAD modelling applications, without the 

need to invest in high-end third party 

software. VXmodel has been developed 

by Creaform, the manufacturers of the 

Go!SCAN 3D, following the completion 

of many thousands of reverse 

engineering projects, and incorporates 

only the features and tools necessary 

to complement your existing CAD or 3D 

printing software. In this way, users are 

guaranteed to complete the simplest 

and fastest path from 3D scan data to 

their CAD or additive manufacturing 

workflow.

The combination of Go!SCAN 3D and 

VXmodel is designed to be easy-to-use 

with minimal training requirements, yet 

capable of producing professional-

grade results at a cost-effective price. 

With that in mind, Measurement 

Solutions have released details of an 

impressive, limited time offer. “In order 

to give those exploring the possibility 

of using 3D scanning, we are currently 

offering a complete package that 

incorporates a Go!SCAN 3D, VXmodel 

and operator training, all at a vastly 

reduced price until the end of 2017”, 

remarks Iain Caville. “The complete 

system is available from around £600 

per month over 3 years – with contract 

or bureau scanning services typically 

costing more than this per day, there 

has never been a better time to step into 

the world of 3D scanning”.

www.measurement-solutions.co.uk

GCH Engineering Wins Business 
With Large-Capacity Lathe

workpieces being machined from 

most materials – from EN3A steel to 

EN36 high-tensile steel, aluminium, 

super duplex, Inconel and plastics 

for clients in the aviation, oil and gas, 

food and drink and pharmaceutical 

sectors “Knowing that such work 

was increasingly being outsourced 

either overseas or south of the 

border, I knew that we had the 

in-house skills to handle such 

projects – all I needed was the 

machining capacity,” commented 

Mr Hawthorne.

www.wardcnc.com

Finance Makes DMG MORI 
The Easy Choice

often this can result in less than 

favourable terms being offered

The advent of DMG MORI Finance 

and its intrinsic knowledge and 

understanding of the industry has 

enabled it to take a future related 

view on machine tool investment. 

Instead of concentrating almost 

exclusively on historic financials, 

DMG MORI Finance is able to place 

priority on the intended outcome of 

the investment as it is funded by 

DMG MORI itself. 

www.dmgmori.com
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Opinion Industry 4.0

In exchange with the managing partners Heinz-

Dieter Schunk, Henrik A. Schunk and Kristina 

I. Schunk it became clear that automation, 

digitisation and electric mobility offer significant 

potential for innovation-driven companies, but 

also for society. “With new business models for 

Internet-based order configuration and intelligent 

gripping modules for human-robot collaboration, 

SCHUNK is one of the pioneers of the Industry 

4.0. I wholeheartedly welcome companies 

bringing their expertise, dedication and significant 

economic initiatives. Indeed, Schunk is a partner 

of the top cluster Elektromobilität Südwest and 

member of the Allianz Industrie 4.0 Baden-

Wuerttemberg. SCHUNK is a model example 

for highly innovative family-owned companies in 

Baden-Wuerttemberg,” according to the Minister.

 

At a production inspection at the headquarters 

of the company with over 2,800 employees, the 

Minister experienced the effects of the high-tech 

components from SCHUNK at close quarters – 

from fully automated production right up to direct 

collaboration between humans and robots. “We are 

at the beginning of a new industrial age that must 

be actively shaped”, stresses Managing Partner 

Henrik A. Schunk. He perceives digitisation and 

the trend towards smart production as the biggest 

opportunity in the company’s history. “For industry, 

mechanization and automation of production 

processes, the collaboration between humans 

and robots and the intelligent interconnection of 

all process-relevant components is opening up an 

array of possibilities that must be actively utilised. 

The biggest risk at the moment is to miss the trend, 

because those who do not automate intelligently 

and flexibly will hardly be able to retain their footing 

on the market,” according to Schunk.

Pioneer in the field of production automation

The technology expert has been a pioneer and 

idea generator in the field of production automation 

for years. Indeed, the company was most recently 

distinguished at the Hannover Messe for its 

visionary JL1 Co-act gripper with the Hermes 

Award, one of the most coveted industry prizes 

in the manufacturing world. With its sensory aura 

and integrated intelligence, the gripper defines the 

peak of technical feasibility in the field of human-

robot collaboration. It adjusts its behaviour in 

real time depending on whether it is gripping 

a workpiece or a human hand. To establish 

and intensify digitalisation within the company, 

SCHUNK has set up its own ‘Smart Factory’ task 

force that is responsible for strategy development, 

interdisciplinary exchange between the individual 

departments and implementation of new 

business models.

Interplay between politics, research and 

industry

It becomes clear in conversation time and again 

that the challenges of the industrial transformation 

require a close collaboration between industry, 

research and the public sector. The fact that high-

tech strategies are not only financially but also 

socially worthwhile is demonstrated by the way 

SCHUNK has developed as a company. Within the 

last ten years, the workforce of the Lauffen-based 

company has more than doubled. The high degree 

of innovation particularly attracts young people.

The Smart Factory At Close Quarters

Visit: www.gb.SCHUNK.com

What opportunities are hiding behind Industry 4.0? Where do the current challenges lie in the 

international competition? What significance do medium sized companies have? The Minister 

for Economic Affairs for Baden-Württemberg Dr. Nicole Hoffmeister-Kraut shed some light on 

these questions among others during a seminar at the competence leader for gripping systems 

and clamping technology SCHUNK’s premises in Lauffen, Germany. 
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Machine Maintenance

At the very least, this plan is likely to take the form 

of a routine preventative maintenance operation, 

based on machine hours run or other, similar, 

production-related parameters.

A maintenance plan of this type is generally 

undertaken regardless of whether or not it is 

actually necessary. Over a number of years, 

however, asset owners’ awareness of how 

potentially wasteful and disruptive this approach 

can be, has seen a growth in demand for a more 

precise solution – one that is less time-based and 

more reliant upon instantaneous measurements 

of machine health, or analyses of trends in these 

indicators that can suggest an appropriate time for 

future maintenance intervention. These so-called 

‘condition-based maintenance’ and ‘predictive 

maintenance’ approaches are now widely 

implemented - particularly among businesses with 

high-value assets in remote or difficult-to-access 

locations where routine maintenance visits are 

either logistically very costly or, indeed, potentially 

hazardous.

Both condition-based and predictive maintenance 

can take a variety of forms and the level of 

sophistication deemed necessary for a particular 

facility will be dictated by a host of factors, not least 

the costs of implementation, the availability and skill 

levels of onsite maintenance staff and - in the case 

of critical plant operations - risk analyses pertaining 

to machine failure and its impact on personnel 

safety and dependent downstream processes. 

Where traditional methods of preventative 

maintenance can often lead to unnecessary and 

time consuming machine inspections, condition-

based maintenance lets maintenance staff monitor 

the operation of critical systems in real time. 

This enables potential wear or faults in moving 

components to be indentified as they develop, and 

thus allows more convenient scheduling of service 

or repair intervals.

 In their more basic form, monitoring tools might 

typically include portable, handheld devices or 

permanently installed sensors capable of measuring 

changes in vibration, especially on rotating shafts, 

or changes in operating temperatures in both 

mechanical and electrical systems. The advantage 

of a permanent installation is that readings are taken 

continuously, and so provide true preventative 

maintenance in real time; it is this area, in particular, 

where modern digital concepts such as ‘big data’ 

and the ‘Internet of Things’ (IoT) can have a sea-

change effect upon condition-based maintenance 

technology. 

SKF has been monitoring equipment remotely for 

customers around the world, for over fifteen years 

and more recently has embraced the concepts of 

IoT and big data to further the capabilities of its 

machine health monitoring systems. With around 

one million of its bearings currently connected to 

the Cloud, condition monitoring data is gathered in 

real time and interpreted daily - often under expert 

guidance. Careful manipulation of this data not 

only enables early predictions of potential failures 

of rotating machinery, but may also indicate areas 

where design improvement is appropriate.

In order to help maintenance personnel gather 

and interpret condition monitoring data, SKF has 

developed platforms such as ‘Enlight’, which 

gives operators meaningful visualisations of the 

data from a variety of sources via a smartphone 

or tablet. Enlight is supported by handheld devices 

such as SKF QuickCollect, which monitors both 

vibration and temperature, transmitting this 

information wirelessly to a mobile device, where 

an entry-level app called ‘SKF QuickCollect’ is 

used to provide machine diagnostics for storage 

and analysis. While the SKF QuickCollect sensor 

and app requires no special skills on the part of 

the operator, it is nonetheless able to monitor many 

assets quickly and efficiently, providing an analysis 

of each asset’s condition in real time.

Where continuous vibration and temperature 

monitoring of non-critical machinery is desired, 

permanently installed sensors are more desirable. 

The SKF Machine Condition Indicator system 

is a good example; this is equipped with LEDs 

that illuminate when present thresholds have 

been exceeded to warn operators that further 

investigation is needed. Internal sensors measure 

velocity, enveloped acceleration (bearing or 

gear impulsive vibration) and machine surface 

temperature. While such instrumentation is 

indispensible, it should be remembered that a 

skilled machine operator will have a ‘feel’ for the 

state of equipment under his or her care. Operators 

work in close proximity to equipment, so they 

are usually the first to detect even the slightest 

changes in process conditions and machinery 

health. However, their observations often go 

unreported, or are not effectively acted upon, 

leading to machine failures, unplanned downtime 

and higher operating costs. A solution developed 

by SKF, called ‘Operator Driven Reliability’, enables 

this valuable source of machine related data to be 

easily collected, analysed and acted upon.

SKF QuickCollect is a good example of this 

process in action. More experienced operators 

can make use of a second app for this platform 

called ‘SKF DataCollect’ an ISO maintenance 

and inspections standards compliant program 

which extends the diagnostic capabilities of SKF 

QuickCollect, allowing users to manage and 

monitor their maintenance tasks and inspection 

data, as well as giving them the ability to register 

for, and connect to, the SKF Cloud for access to 

SKF’s remote expert services.

Another advanced condition-based monitoring tool 

for the experienced user is the ‘SKF Multilog On-

line System IMx-8.  This versatile system, which 

can be mounted in a central panel or located 

close to the monitored machine, brings affordable 

machine health monitoring to a much wider 

industrial user base. Features include power and 

communications over Ethernet, app-based system 

configuration and 4GB of internal memory that 

enables data to be logged over longer periods, and 

thus avoid the need for frequent site visits. 

But, when handheld or periodic data collection 

instruments like these are deemed insufficient, 

the next step is to take an asset and machine 

health monitoring programme wholly online. In 

some instances, permanent on-line systems are 

used in conjunction with handheld or periodic 

data collection instruments to provide round-the-

clock monitoring of machinery.  Online systems 

are normally configured to provide data states that 

can be defined either as ‘surveillance’, providing 

up-to-the-minute information, or ‘protection’, 

which enables owner-operators to optimise the 

longer term operation of key production assets. 

Surveillance monitoring systems are often 

configured for periodic, automated data collection 

using multi-channel, wireless or a series of single 

channel transmitters. These can communicate 

directly with a PLC or DCS for trending, alarm and 

machine shutdown, to improve machine reliability 

and increase personnel safety.

Automatic detection of a failing part using these 

technologies is clearly beneficial, but what about 

the process of ordering a replacement - sending 

the purchase order through to manufacturing, 

estimating the lead time and finally arranging 

delivery? Addressing this, SKF is preparing for a 

future in which an IoT-connected, sensor-equipped 

‘smart’ part effectively places an order for a 

replacement when it detects the onset of its own 

failure. Combining the accurate prediction of a 

failing part with ‘manufacturing to order’ in this way 

ensures that some ‘projected demand’ for parts is 

replaced by ‘actual demand’, extending the ‘just-

in-time’ manufacturing concept to the point where 

stock levels diminish to zero.

Condition-Based Asset Care:
A More Precise Approach To Maintenance

Production assets are critical to any manufacturing organisation, and in order to reduce 

incidences of costly production line breakdowns most companies will have at least some 

form of asset maintenance plan in place. 

Visit: www.skf.co.uk

IDMachine Maintenance
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So, when the company needed a metrology 

supplier with likeminded principles, the Thatcham 

based Company naturally turned to Mitutoyo.

Established in 1984, and manufacturing everything 

from casings through to gears, shafts, crown wheels 

and pinions and everything else that constitutes a 

high performance motorsport transmission system; 

Xtrac utilises high specification casting, milling, 

turning, grinding, EDM, surface finishing, gear 

cutting and grinding technologies – all inspected 

with Mitutoyo metrology equipment.

Xtrac Inspection Manager Mr Neil Warwick has 

been at the staff owned business since it was a 

small 15 employee company back in 1988. At 

the once fledgling company, Mr Warwick was 

instrumental in specifying Mitutoyo equipment 

almost 30 years ago. 

Recalling the first Mitutoyo CMM the company 

purchased, Mr Warwick says: “At the time, all our 

customers in the motorsport and F1 industries 

were employing Mitutoyo equipment. We looked at 

what they were using and we wanted equipment 

to create a synergy with our customers. Except 

for the machine shop micrometers, our first foray 

into Mitutoyo was a manual BHN706 CMM in 

1990.  This was rapidly followed in the mid-1990s 

by Mitutoyo BHN544 and BNH706 CNC CMMs 

as our business rapidly expanded in line with the 

F1 industry widely employing our transmission 

technology.”

In 2000, the company moved to its purpose 

built 88,000sq/ft UK factory to accommodate its 

exponential growth and this noted the arrival of 

numerous Mitutoyo inspection systems to support 

the increase manufacturing output. The Berkshire 

business retained its Mitutoyo CNC CMM systems 

with Renishaw PH Series motorised indexing 

heads that enable the CMM’s to achieve complete 

programmable probe orientation. Attached to the 

motorised Renishaw heads are the TP200 Series 

of probe bodies and stylus modules from 1mm to 

6mm diameter. With CMMs in satellite inspection 

rooms on the shop floor as well as in the main 

inspection department, Xtrac specified the same 

probe bodies and styli for all its CMMs.

Since moving to its state-of-the-art facility over 

a decade ago, Xtrac has expanded to 330 staff 

with 20 employees in the meticulous inspection 

department. As part of this growth, Xtrac acquired 

two compact Crysta S544 CNC CMMs with a 500 

by 400 by 400mm work area. One was bought to 

support growth and the other to replace an ageing 

CMM. For the inspection of larger components, 

Xtrac purchased a Crysta C9106 CNC CMM with 

a 900 by 1000 by 600mm working area. These 

three CMMs were accompanied by the arrival of 

three Crysta S776 CNC CMMs in the last two 

years. These most recent arrivals were all direct 

replacements for the BHN Series CMMs that had 

been at Xtrac for over 20 years.

Commenting upon this, Mr Warwick recalls: “The 

fact that we’ve had Mitutoyo CMMs for 20 years 

speaks volumes for the performance, reliability, 

consistency and ability of Mitutoyo CMMs to 

conform to our impeccable standards. Naturally 

the CMMs have evolved from the old DOS based 

systems. All our CMMs now run on Mitutoyo’s 

Windows based MCOSMOS 3.5 software. The 

technology in the modern CMMs and particularly 

the MCOSMOS software enables us to import CAD 

data, program our parts faster, improve both on 

and off-line part-program creation from imported 

CAD models and also extend our geometry 

handling of freeform surfaces. Added to this, the 

axis movements and motors in the new CMM’s are 

faster than previous generation CMMs, resulting in 

reduced inspection cycle times”

Creating a Synergy

All six CMMs at Xtrac utilise the same Mitutoyo 

MCOSMOS software, the same workholding jigs 

and fixtures and also the same Renishaw probing 

systems. Alluding to this, Mr Warwick says: “We 

have a number of CMMs on the shop floor as well 

as in our inspection department. All CMMs are 

networked, so we can easily transfer programs and 

data to reduce programming times and eliminate 

program duplication. This can make inspection as 

simple as just a ‘touch of a button’ on the CMM.”

This level of automation is critical for a company 

that manufactures complex parts in small batches 

with an often high level of SPC and reporting 

required. “All our customers are different in their 

demands. Some customers require complete 

reporting and traceability whereas other customers 

only want inspection data for critical features. 

Whatever the requirement, the Mitutoyo CMMs 

provide comprehensive reporting on all geometrical 

tolerances and features, if the customers need it. 

Furthermore, this data is all stored on our system 

for historical traceability purposes.”

Tracing a Strategy For Success

With the ever increasing complexity of parts, a CMM 

cannot support the measuring of all geometries 

and features. This was apparent for Xtrac when a 

particular F1 component had undercuts on form 

gears that needed to be machined and measured 

to tolerances of +/-5 microns. Commenting on 

this, Mr Warwick recalls: “We had a specific need 

to measuring a feature that couldn’t be resolved 

with a CMM. We got in contact with Mitutoyo and 

they recommended a Contracer.” 

The Formtracer contour measuring machine 

delivers extremely precise and simplified CNC 

measurement. Featuring a precision arc-scale built 

into the Z1 axis detector that allows the arc trajectory 

of the stylus tip to be read directly, the Formtracer 

SVC-3100W8 specified by Xtrac minimizes error 

for best in-class accuracy. “The Formtracer arrived 

over 10 years ago, but we quickly realised how 

the Formtracer complements the CMMs. With the 

inclusion of surface texture measurement hardware 

the Formtracer also supplemented the basic 

surface texture measurement equipment that was 

currently in use at the time.

Xtrac Gets In 
Gear With Mitutoyo

Front Cover Story IDID

Widely recognised as the world leader in the design and manufacture of 

transmission and drive train technology, Xtrac has built its business and 

reputation on a passion for innovation, precision and quality.

Front Cover Story
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The capability and success of the Formtracer soon 

brought the arrival of two Contracer CV-3100H8 

machines with an X and Z2 axis travel of 200mm 

and 500mm respectively. This was followed 

by a smaller CV-3100H4 machine. We use our 

Contracers for the 2D measuring of many non-

geometric shapes and features such as undercuts, 

grooves and very small radii. They are fast, efficient, 

precise and perfectly meet our needs.”

The increasing demand for surface texture 

measurement, especially for gear teeth, quickly 

became too much of a capacity restraint for the 

Formtracer, leading to the purchase of dedicated, 

fully featured surface texture measurement 

machine. “We needed to increase surface finish 

measurement because some gear surfaces are 

in continuous contact with other surfaces. By 

controlling and measuring surface finishes on faces 

that are critical to the function of a component, we 

have minimised abrasion and enhanced the quality 

of critical gears and their operational functionality. 

The Formtracer has two heads, so it was 

conducting surface finish measurements as well 

as checking complex geometries. Before we knew 

it, we were loaded with work for the Formtracer, 

so we added a Mitutoyo SJ500P Surftest for 

alleviating the capacity on the Formtracer.”

The SJ500-P is a high precision, high-performance 

surface roughness tester with PC control and the 

same software as deployed on the Formtracer, so 

training wasn’t an issue. The built-in joystick on 

the control unit enables quick and easy positioning 

whilst a manual adjustment knob allows fine 

positioning of a small stylus for positioning. 

Concluding upon the working relationship with 

Mitutoyo, Mr Warwick says: “In my 29 years with 

Xtrac, we have evolved from a small innovative 

business to a global leader in drive train and 

transmission systems for the most demanding 

motorsport and high performance engineering 

applications. Along our journey to global success, 

Mitutoyo has been at our side. Firstly, we had 

micrometers and vernier callipers, then manual to 

CNC CMMs and now the addition of Contracers, 

Formtracers Optical Projectors, and surface 

texture measurment. Down the generations, 

Mitutoyo has been at our side, supporting all our 

metrology needs with industry leading products, 

training and support. Over this period, the rapid 

emergence of ever more complex components 

required at shorter lead-times with greater 

certification has been comfortably managed by the 

Mitutoyo equipment. This is credit to the software 

and technology that networks all our metrology 

equipment and delivers comprehensive reporting 

of all the required dimensions and data.”

Visit: www.mitutoyo.co.uk

Front Cover StoryID
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Surface Finishing

Trading as Hiretech, the tool rental business 

started in the 1950s and grew significantly, with 

representation in Homebase stores across the 

country by the mid-1980s. However, the company 

had recognised a shift in the tool hire business 

towards fewer players in the market who could 

provide a one-stop shop for the building sector. 

By then Hiretech had already begun to evolve 

into a manufacturer, with the development of a 

series of ‘professional’ floor sanders. These were 

marketed to the hire sector, and the company now 

claims a 95 per cent UK market share, supplying 

businesses such as HSS, Travis Perkins and 

Jewson. This manufacturing success saw Hiretech 

withdraw completely from tool hire in 1998 to focus 

on manufacturing and grow global sales, with the 

opening of distributors in America and Australia. 

Driving this was a willingness on the part of 

current managing director, Mark Rogers, 

to invest in manufacturing technology, with 

everyone employed keeping an eye open 

for opportunities to improve productivity 

and develop lean manufacturing, 

vital for a business with just 16 

employees.

Evidence of this 

investment strategy 

can be seen in a 

trio of high-end 

four axis 

machining centres, that provide way more 

capacity than Hiretech needs on a daily basis, 

Manufacturing Manager Ron Putta explains: “We 

always start at the top end of the specification 

list when looking at new equipment and work 

from there. Being a privately-owned business we 

can also make decisions to invest that may seem 

illogical for others. Our machining centres are a 

prime example, as we now have a high level of 

redundancy, but also much greater flexibility and 

can swap work around as and when required 

between machines. There is also a desire to gain as 

much control over our production as we can. This 

control drove our decision to invest the Autopulit 

robot grinding, brushing and polishing cell from 

Ellesco. We can now do all of the polishing in-

house, under our control, allowing us to meet our 

customers’ needs more efficiently. If an investment 

can break even we see that as a positive, with the 

Autopulit cell we are seeing much better than that 

through the control and increased productivity that 

we get from bringing the process in-house.”

The Autopulit cell from Ellesco fully automates the 

grinding, brushing and polishing of a number of 

components on Hiretech’s floor sanders. It features 

an ABB robot, automated part loading with a chip 

reading system that identifies which part is being 

picked up by the robot, selecting the relevant part 

programme which allows a mixture of differing 

parts to be run at any one time. There are three 

belt grinding stations, each with different abrasive 

grit, a brushing station for cleaning up certain areas 

of the castings and a double-headed polishing unit 

with oscillation and automatic polishing compound 

application via spray guns.  While many OEMs 

see sub-contract as a way to reduce cost and 

eliminate in-house manufacturing, Hiretech takes 

the opposing view and its program of investment is 

allowing it to increase in-house production to over 

the 80 per cent mark. The Autopulit cell is playing 

an important role in that change and strategy. 

While investment will be made freely, it is always 

as a result of detailed thinking and evaluation at 

Hiretech. The Autopulit cell is a case in point, with 

the seeds being sown several years ago at a visit 

to the MACH exhibition. Two years later at the next 

MACH, Ron Putta spoke to Ellesco about robots 

and how they could improve productivity. “It was 

definitely a slow burner, but we recognised issues 

surrounding our external suppliers of polishing, 

they were becoming unreliable, then one went 

out of business the next closest supplier would 

have been in Birmingham. Then, our American 

distributor won significant business from Home 

Depot, and our deliveries of polished parts began 

to drift. We did consider bringing manual polishing 

in-house but ruled that out due to the level of 

labour required and associated issues of finding 

staff with those skills, and the consideration that it 

is a heavy and dirty job and the concerns that this 

raised in terms of health and safety. This made the 

idea of robot polishing ever more attractive. At that 

point we started serious discussions with Ellesco 

and Autopulit.” 

The next stage was for Autopulit to prove out 

the process which resulted in some bespoke 

elements being built into the system as Hiretech, 

unlike many of Autopulits’ customers, wanted to 

process raw castings which, of course, vary in 

dimensions. The solution was to re-engineer the 

belt stations with a floating head solution and 

pressure sensitivity. Where excess material was 

encountered this allowed the contact pressure 

to be adjusted automatically, ensuring consistent 

processing and surface finish. One other aspect 

of this transition from sub-contract polishing to 

in-house was the steep learning curve, not only in 

operating the system, but also understanding what 

Ron Putta describes as the ‘black art’ of polishing. 

“With such a lean team here at Hiretech we have 

to include people in our plans, get them involved 

and, give them ownership of processes.” With the 

Autopulit cell this fell to machine operator Sandor 

Toth, who was more familiar with metal cutting 

on Hiretech’s machining centres and sliding head 

lathes. As part of his introduction to the cell and 

polishing Sandor spent two weeks working with 

Autopulit’s engineers on-site at Hiretech and, a 

further three days on a robot operation course at 

ABB learning the basics of programming the robot. 

While the teach type programming of the robot is 

very different from programming a conventional 

CNC machine with fixed axes, the system makes it 

very easy to learn. All that was required then was to 

understand the intricacies of polishing.

Evidence that this learning curve is levelling out 

is seen in the time taken to process the largest 

casting used by Hiretech through the Autopulit cell. 

From loading to unload the entire polishing process 

is completed in 10 minutes. Using sub-contract, 

manual, polishing Ron Putta estimates a process 

time of one hour, plus the additional cost of 

transport and work in progress. “The automation of 

the process has eased the transition into polishing 

in-house, while we still need an understanding of 

the polishing process, in regard to compounds and 

grits etc, the robot and automation has a major 

impact on workflow and productivity and we now 

have a different skill set and disciplines, which 

Sandor has embraced.” 

Ellesco’s Colin Moon adds: “The team at Hiretech 

fully embraced the Autopulit technology and quickly 

recognised what it could bring to their business. 

Working with them was a refreshing change due 

to their enthusiasm for the process and obvious 

delight in what the Autopulit cell was bringing to 

their business in terms of production control, 

efficiency and cost savings and overall component 

quality and consistency.”

Investment Brings 
Control To Hiretech

Gaining control of the manufacturing process is fundamental to the success of Watford-

based Hire Technicians Group. The privately-owned business has evolved from being a 

tool hire company to a world leader in the design and manufacture of floor sanders and 

steam wallpaper strippers. 

Visit: www.ellesco.co.uk
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Used in aircraft fuel control systems, motion control 

systems, and landing gear systems, the critical 

components manufactured by Moog Controls 

Ltd have tight tolerances and require the highest 

level of accuracy and quality. The surface finish of 

the component is imperative to the quality of the 

finished part, as surface imperfections typically 

lead to stress on the component. The accurate 

measurement of the surface finish is, therefore, 

very important.

In order to measure critical components involved 

in the manufacture of servovalves, Moog Controls 

Ltd had been using a 20 year old Taylor Hobson 

Talysurf. Unfortunately, there were some problems 

occurring when the Talysurf was being used to 

measure surface finish of the component. Due 

to the small size of the parts, and the manual 

intervention required during the measurement 

process, the probes would regularly break. 

Replacing them was costing Moog approximately 

£12,000 per year.

Moog Controls Ltd were, therefore, looking for 

options to improve on this technology, and were 

keen to find a new measurement solution for the 

measurement of the radius of the flange and head 

part of the component, as well as the surface finish.

Moog Controls Ltd contacted Bowers Group, 

which supplied the company with an ACCRETECH 

Surfcom 2000SD3-13-N Roughness and Contour 

Detector. The large measurement area and hybrid 

detector enables the accurate capture of contours 

and surface roughness in a single measurement. 

Measurements can be performed quickly, simply 

and accurately, without having to keep changing 

probes, making the Surfcom highly efficient in this 

application.

The Surfcom also has the advantage of being fully 

automatic and hands free; the CNC programme 

facilitates the measurement process and minimises 

operator intervention, reducing the capacity for 

errors.

In addition, Bowers Group supplied Moog Controls 

Ltd with a number of bespoke probes that were 

specially manufactured by Bowers to meet their 

needs. Specially manufactured fixtures are used 

for each component, ensuring the accurate 

and repeatable profile measurement of each 

component.

Moog Controls Ltd typically manufactures the 

components in batches of 600/700, with first offs 

and one component per shift measured to ensure 

quality. The Surfcom takes around 10 minutes 

to run each CNC programme, which is a similar 

length of time to the old method carried out by the 

Talysurf. However, the Surfcom can record multiple 

measurements in one run, making it much faster 

and significantly more cost effective, especially 

when the cost of probe breakages is considered. 

The Surfcom also enables Moog Controls Ltd to 

print out results in one collaborated document, 

which is a great visual aid for determining whether 

measurements are within tolerance.

Gurpreet Singh Gill, CMM Roaming Inspector at 

Moog Controls Ltd said: “The Surfcom certainly 

meets our needs here at Moog. We are very 

pleased with the accuracy the machine provides, 

and the programme software works very well.

We considered various metrology companies to 

meet our measurement requirements, but we 

chose Bowers Group for its excellent customer 

service and our previous good relationship with 

the Bowers sales team. If we have any questions, 

or we need any further help, we are confident that 

Chris or Ryan at Bowers Group will be more than 

equipped to help us.

The Surfcom will soon have paid for itself when the 

cost of broken probes caused by the Talysurf is 

taken into account, saving us over £12,000 

per year.”

Improving Quality of
Aerospace Components

Moog Controls Ltd manufactures Moog Servovalves for all industrial applications, including the aerospace 

industry. Servovalves are electrohydraulic, continuously acting valves that transform a changing analog or 

digital input signal into a stepless hydraulic output (flow or pressure).

Visit: www.bowersgroup.co.uk
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While only formed in 2012 through the 50/50 

merger of Medicione and the engineering arm of 

Howardson Ltd, in the run up to this merger the two 

stakeholders in the business, Richard Allen and Ian 

Howard asked themselves the question ‘how far 

do you want to go with this?’ The response was 

to immediately begin an investment program in 

machine tools and people that would change the 

face of the business. “I had some customers that 

stayed loyal and followed me from Medicione, 

but the bulk of our first year of trading came from 

Dennis Mowers, which is part of the Howardson 

Group,” says Richard Allen. “They accounted for 

a high percentage of our first year’s turnover of 

£400,000, but we recognised that with investment 

and automation we could develop quickly and 

improve efficiency all-round.”  

The first evidence of this strategy was the arrival of a 

Star ST38 12-axis sliding head lathe. The versatility 

of this machine overcame many of the production 

issues with the Dennis Mower components. This 

machine was quickly followed by two further Star 

sliding heads, an SR32J and SR20J, which while 

focussed on mower production also provided 

free capacity to expand other sub-contract work. 

Working around Richard and Ian’s passion to 

continuously improve not only All British Precision’s 

performance, but aid customers in doing the same, 

further investment quickly followed with a move 

into larger capacity turn-milling. “When we invest 

it is to solve a problem and to create opportunities 

and that was the case with the turn milling,” says 

Richard Allen. “When we took delivery of our Mori 

Seiki NTX we realised that there wasn’t a lot we 

couldn’t do with it and it opened up many doors. 

The confidence we gained from this machine then 

led on to the arrival of another Star SR32J, and 

a second ST38, a Jones & Shipman cylindrical 

grinder and the first of three DMG Mori NLX 2500 

turning centres with sub-spindles. The efficiency 

gains were incredible, with the NLX cutting cycle 

times dramatically, in one case from 13 minutes to 

2.5 minutes on a bearing housing”      

The decision to invest in what Richard Allen saw 

as the best in machinery and ‘go the extra mile’ for 

customers continued to pay dividends and opened 

further opportunities for five-axis machining, so a 

further £700,000 was invested to include a DMG 

Mori DMU MonoBloc 75 five-axis machining 

centre, along with a DMG Mori EcoMill 1100 V 

vertical machining centre and an additional two 

NLX 2500 turning centres. “This complete package 

of machine tools allowed us to greatly improve our 

capability by removing excess operations and 

improving productivity. An example of this are the 

large rollers fitted to the Dennis Mowers; these 

used to require nine operations to complete with 

lots of manual intervention, we now achieve this in 

two operations, with much improved consistency. 

While the investment we have made has been 

significant, the returns are more than justifying it. 

From our initial £400,000 turnover in 2012 we are 

now targeting £1.7 million by the end of 2017. Our 

reliance on Dennis Mowers has reduced to around 

40 per cent of turnover with the balance made up 

from customers across a wide range of industries.”

The arrival of all this modern machine tool 

technology highlighted another issue for All British 

Precision, that being its gap in knowledge of 

modern cutting tool techniques. The jump from 

a maximum spindle speed of 7000 revs/min to 

now having 20,000 revs/min available meant that 

changes to machining strategies had to be made, 

otherwise the investment would be wasted. After 

an initial conversation with WNT that resulted in 

WNT’s Applications Engineer Billy Poore looking 

at one particular job, the potential gains that 

could be made through correct use of tooling 

were more than highlighted. “What we saw when 

Billy worked with us opened our eyes. We have 

a highly motivated team of people here, but they 

are diverse in their experience, with some having 

over 45 years working for the company [through 

Howardson Ltd] and other relatively new to the 

business. We therefore recognised that we needed 

to develop our tooling knowledge to capitalise on 

our investment. In effect we had to upskill.”

WNT (UK), through its business development 

manager Adrian Fitts, pulled together a day’s 

programme that would be pitched at all levels of 

knowledge and Richard Allen committed to shutting 

down production for a day during its busiest period 

and taking every machine setter/operator to WNT’s 

Technical Centre in Sheffield. “To basically switch 

off production for a day we had to see some real 

benefit from this, I recognised that if each team 

member brought one thing away from the day 

that might lead to a 1 per cent improvement, 

collectively it would be worth it. As it happened, 

everybody did learn something even the old hands 

admitted that it was a worthwhile experience. The 

result is we we’re seeing significant improvements 

in metal removal rates through use of the new 

processes that were discussed on the day. It also 

had the effect of bring our team closer together, we 

all found it very empowering,” says Richard Allen.

The day at WNT consisted of a morning in a 

classroom environment going through cutting tools 

from the basics to the latest machining strategies, 

providing information that was pitched at a level 

that everyone could engage in, with questions 

being asked by novice and experienced machinists 

alike. “With such a wide range of experience among 

the Team at All British Precision the challenge was 

to make sure everyone was engaged, the proof of 

this were the responses at the end, with even the 

most die-hard machinist commenting that they had 

learnt something,” says Adrian Fitts. After lunch the 

theory was put in to practice in the WNT technical 

centre, with cutters being run at their optimum to 

prove what can be achieved.

As a result of the combined investment in machine 

tools and upskilling, Richard Allen is confident that 

All British Precision can compete with anybody. 

“The work is available, we need commitment 

from customers to continue our investment, the 

machines we have mean that we can maximise 

available labour to reduce manpower costs.” 

Following the WNT upskilling day All British 

Precision has made changes to how it operates, 

creating a new role of production controller, whose 

function is to standardise machining processes 

and reduce set-up times and manufacturing 

costs. We will continue to apply good engineering 

principles and practice across various disciplines 

including set-ups and machining strategies,” says 

Richard Allen. “We already operate to aerospace 

standards and we will now look to formalise that 

with accreditation and, continue to drive efficiency 

any way we can.  Our aim is to go that extra mile, 

do whatever needs to be done and deliver British 

engineering that we can be proud of.”

Upskilling To Maximise 
Investment Potential  
The fundamentals behind the success of Derbyshire-based sub-contractor All British Precision is its belief that it must 

maximise what it has to make things better and be aspirational in all aspects of its business. Investment in the best available 

machinery combined with the experience and skills of its people are making this a reality. Team members at All British Precision 

benefitted from improved tooling knowledge 

thanks to WNT

The turning section at All British Precision 

features the latest in sliding head and turning 

centre technology 
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Aerospace: Tooling

Walter’s Xpress service now offers customer-

specific solid carbide tooling within a maximum of 

three weeks.

The increasing use of titanium especially for 

structural components - such as doors, and 

door frame surrounds, landing gear supports, 

undercarriage struts and landing flap tracks - 

is placing further machining demands on the 

aerospace industry, says tooling expert Walter GB:

• The material is more difficult to machine;

• Its high chemical reactivity leads to chips/

swarf being fused at the cutting edge during 

machining; and

• Its poor thermal conductivity allows 

temperatures at the cutting edge to be 

significantly higher – which means the chips/

swarf are often extremely tough and abrasive.

Together with material solidification in the 

machining zone, this all combines to reduce tool 

life, especially at low cutting speeds.

But Walter’s ongoing tool development work is 

providing answers to all these problems and in 

some cases extending tool life by more than 100 

per cent.

For example, the Prototyp Ti38 Z6-10 solid carbide 

milling cutter with newly-developed substrate and 

PVD coating can operate at cutting speeds of up 

to 140 m/min. Multi-tooth solutions with up to ten 

teeth allow the feed to be increased by up to 50 

per cent.

The result is an increase in metal removal rates of 

up to 50 per cent compared to 

conventional solutions.

In one case, tool life on a titanium window frame 

having a tensile strength of 1250 N/mm² has been 

raised by 154 per cent (from 175 minutes to 444 

minutes) when semi-finishing and finishing using a 

Prototyp Ti40.

Using a Prototyp HDC Ti38 L for finishing the outer 

contour saw tool life extended by 116 per cent. In 

addition, cutting speed increased by 25 per cent 

and machining volume rose by 23 per cent.

Also, the use of Walter’s CVD coating technology 

for its WSM45X indexable insert cutting tool 

material – which, for instance, is used in the Walter 

Blaxx M3255 porcupine milling cutter – means 

cutting speeds can reach 65 m/min and tool life 

can be extended to up to 130 minutes in the 

machining of titanium structural components. 

These are typically machined using a combination 

of full slotting and climb milling at a cutting speed of 

45 m/min and a feed of 0.12 mm. A further option 

is to increase the cutting speed to 65 m/min with a 

constant tool life of around 60 minutes. 

Finish milling can also be carried out with PCD 

(polycrystalline diamond) cutting edges, which are 

among the hardest materials known. 

However, appropriate coolant strategies must 

accompany the use of such tools, to keep the 

machining temperature at the cutting edge under 

600 °C, adds Walter GB. The cooling medium 

must be applied as directly as possible into the 

working zone, which is facilitated by special 

coolant-through holes in the tools. The application 

of coolant at 70 bar and cryogenic cooling are also 

especially relevant here.

Customers of the Xpress tool service can use the 

my.Walter software to design the tool online. This is 

followed by an email quote for the purpose-made 

tool along with a 2-D drawing and 3-D model within 

an hour!

Tackling Titanium In Style
The saying ‘good things come to those who wait’ no longer means extended delivery times for Walter GB’s 

aerospace customers who require special-purpose tool designs to tackle the upsurge in titanium machining, as 

well as the machining of aluminium workpieces. 

Visit: www.walter-tools.com

Increased metal removal rates and extended tool life 

are being achieved with Walter’s Prototyp Ti38 (above) 

and Ti40 milling cutters.
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Aerospace: Software

Premium AEROTEC is one of the world leaders in 

the development and manufacture of structures 

and manufacturing systems for civil and military 

aircraft alike. With locations in Augsburg, 

Bremen, Hamburg, Nordenham, Varel and Braşov 

(Romania), Europe’s leading aviation suppliers 

develop and manufacture the very latest in modern 

aircraft structures, from aluminium, titanium, and 

carbon fibre composites for the entire Airbus family. 

The company is a key partner in the development 

and production of the A350 XWB, as well providing 

parts for the Boeing 787 ‘Dreamliner’, the 

Eurofighter Typhoon, and the Airbus A400M heavy-

lift military transport aircraft. Premium AEROTEC 

was established in January 2009, with the merger 

of the EADS plant in Augsburg with the facilities 

of Airbus Germany in Nordenham and Varel. 

Under the governance of the Airbus Group, the 

company’s headquarters are in Augsburg. Here, 

around 4,000 people are employed with the focus 

on the manufacture and assembly of fuselage parts 

and heavy-duty structural components for military 

and civil programmes, with the use of hybrid 

lightweight structures, carbon fibre technologies, 

infusion processes, and sandwich construction 

techniques.

To guarantee the surface qualities and workpiece 

tolerances required, high performance material 

machining techniques are employed in Premium 

AEROTEC’s production area. These techniques 

must meet the defined quality required without 

scrap or elaborate repeat machining to rework 

components. They must also minimise the wear on 

the machines and cutting tools, reduce downtimes 

to a minimum, and be highly efficient even with 

complex components running in small batches; in 

other words, they must be fast, precise, reliable, 

and reproducible: without compromise. 

Of course, this is an environment familiar to many 

in the aerospace sector, where machine tool 

safety and security are critical to meet ongoing 

delivery targets. To ensure this the company 

has used the industry standard NC simulation 

software, VERICUT, as an integral element of 

its manufacturing processes since 1991. The 

fundamental aim is to avoid machine tool collisions, 

either with the structural components of the 

machine, the raw material or component, and even 

the fixturing systems.

VERICUT was chosen to check the NC code that 

generates the milling paths on the machine tools, 

and in 26 years of use it has more than proved 

its worth. “Today, there are no more prove-outs 

required on the machine. No NC program goes 

onto the machine without having been tested first 

in VERICUT,” explains Werner Flagner and Michael 

Hoffmann, under whose supervision more than 30 

Premium AEROTEC personnel work with VERICUT. 

The leading independent NC simulation and 

optimisation software, CGTech’s VERICUT 

simulates the entire CNC manufacturing process, 

regardless of the machine, control system, and 

CAM systems involved, and tests the NC program 

for interferences and errors before anything runs 

on the real machines. More than 25 different 

machining centres used at Premium AEROTEC are 

simulated using VERICUT. 

AUTO-DIFF is a very important VERICUT module 

at the Augsburg plant. It provides an automated 

identification of the differences between a CAD 

model and a workpiece simulated by VERICUT. 

Within the module, anyone involved in the 

manufacturing process can detect points that 

have been incorrectly processed, or errors in the 

programming. “It is an ideal tool, that is particularly 

important when extremely expensive parts are 

involved, and which, when it comes to allowances 

and tolerances has proved to be indispensable,” 

says Werner Flagner. “AUTO-DIFF helps cut 

programming time and speeds up the entire 

process,” adds Michael Hoffmann.

Given the high material removal rates, of up to 

98%, is it even possible to achieve a reduction 

in production times - including setting up, 

parts handling, measuring, and run-through? 

There are several approaches to improving 

machining efficiency. These include machining in 

a single setting, with the integration of different 

May the FORCE 
be with you

Aerospace experts are anticipating a significant growth, with more than 30,000 new passenger 

and freight aircraft required by 2033. This is going to pose immense quantitative and qualitative 

challenges to the existing aerospace manufacturing plants. Augsburg-based Airbus subsidiary, 

Premium AEROTEC, is ensuring its participation in this fiercely competitive field with the support 

of CGTech’s NC simulation software, VERICUT, and the application of the new Force module for 

ongoing operational reliability and machining efficiency.

“Today, there are no more prove-outs 

required on the machine. No NC program 

goes onto the machine without having 

been tested first in VERICUT,”

IDAerospace: Software
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manufacturing procedures. Ideally, the complete 

machining process takes place in ‘one-hit’ reducing 

positioning errors or damage to the components 

during manual handling. Optimised workholding 

strategies and new machine tools with modern 

cutting tools also have the potential to increase 

cutting speeds, material removal volumes, and 

improve machining qualities, while also increasing 

service life. However, process safety and security 

remains an absolute requirement in manufacturing, 

and that is why Premium AEROTEC has applied 

the new physics-based module, Force, from 

CGTech to increase efficiency while maintaining 

operational reliability.

 

Force is the culmination of a joint development 

between CGTech and UTC (United Technologies 

Corporation). A physical and scientific optimisation 

method Force is a software module within VERICUT 

that uses known physical parameters to determine 

the maximum reliable feed rate for a given cutting 

condition based on four factors: force on the 

cutter, spindle power, maximum chip thickness, 

and maximum allowable feed rate. It calculates 

ideal feed rates by analysing tool geometry and 

parameters, material properties of the stock and 

cutting tool, detailed cutting tool edge geometry, 

and VERICUT cut-by-cut contact conditions.

Managing Director, Tony Shrewsbury, explains: 

“It relates to helix and rake angle, as well as the 

general geometric form of the tool. What is decisive 

is the material type – carbide or hard metal or HSS 

– and the issue of when the tool breaks. As loading 

peaks are also displayed in Force, these can be 

managed and reduced to ‘smooth’ the loading to 

make the cutting action less ‘shocking’ to both the 

tool, workpiece and the elements of the

machine tool.” 

Another advantage is that Force does not need 

any user findings; it is optimised solely based on 

the values determined. Likewise, no elaborate 

software tests are required. He goes on: “The issue 

is not about milling strategies of existing programs. 

No tool path needs to be changed. Force simply 

divides, or splits, the path to introduce advances. 

Everything is governed by the feed advance, so the 

geometries are not altered.”

Premium AEROTEC has really gained right from 

the start with the new Force solution. The savings 

achieved so far are around 22% reduction in 

machine cycle times with programs optimised by 

Force, with a substantial improvement in tool life 

as well. Tony Shrewsbury is confident there are still 

more potential benefits to be seen in the future: 

“Force is extremely well-suited to materials that 

are difficult to machine, and for complex multi-

axis operations. We are encountering both these 

factors increasingly, not only in the aerospace 

sector but in all precision machining industries. 

For real world efficiency gains, Force is the most 

innovative software currently available.”

 “The issue is not about milling strategies of existing programs. 

No tool path needs to be changed. Force simply divides, or splits, 

the path to introduce advances. Everything is governed by the feed 

advance, so the geometries are not altered.”

IDAerospace: Software
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Cleaning

Derbyshire-based Paul Fabrications, a Unitech 

Aerospace company, has for a long time used both 

aqueous and solvent systems to wash machined, 

pressed and fabricated stainless steel components 

for its customer, Springfields Fuels Limited, near 

Preston, which supplies fuel pellets for advanced 

gas-cooled reactors in the UK. 

Paul Fabrications dispensed with solvent cleaning 

of nuclear components at the beginning of 2017, 

replacing it with a Turbex Pro 550 aqueous 

ultrasonic cleaning system. 

The four-stage line is devoted to washing and 

drying all the nuclear components that support and 

hold the stainless steel tubes containing uranium 

fuel pellets in the core of advanced gas reactors 

in the UK. All these components were previously 

processed in a trichloroethylene closed system at 

the Castle Donington site. 

Peter Tryner, Nuclear Operations Manager at 

Paul Fabrications said, “We clean the associated 

braces, which are heavier components, in an 

aqueous spray washer but the other support 

components are too lightweight for processing in 

the same machine, as they would be distorted and 

damaged. 

“We had a number of trials carried out using 

different solvents, but all of them left some type of 

stain after the drying stage. This would mean the 

components being rejected or even scrapped.

“We decided we needed an aqueous tank system 

that would perform the final clean on the stainless 

steel components to nuclear required standard, 

without damage. Paul Fabrications asked three 

potential suppliers to quote.”

The Turbex system was installed after two days 

of successful trials at the supplier’s technical 

centre in Alton Hampshire. Mr Tryner also went 

to see similar equipment in use in electronics and 

medical equipment factories and spoke with their 

production staff, receiving positive feedback from 

everyone.

Soils that need to be removed from the rings are 

principally press oil and coolant from machining 

centres. There is no or negligible swarf, as this is 

blown off before cleaning. Particularly important is 

that all traces of surface impurity, especially chlorine, 

are removed. The Turbex equipment achieves what 

Mr Tryner describes as a medical level of cleanliness 

and has received Springfields Fuels’ validation to 

clean the components in this way.

The primary wash stage, which contains water and 

detergent at 60°C, is equipped with an oil skimmer 

and a dual frequency ultrasonic transducer 

that provides ultra-fine, high precision cleaning 

performance. The next tank, also ultrasonic, holds 

tap water at ambient temperature for a secondary 

wash, while the third, rinse stage contains 

demineralised water at 60°C. The last stage is a 

blow drying oven set at 120°C.

Batches of components are processed in stainless 

steel baskets, up to three of which can be in the 

system at the same time if throughput is high. 

Under program control, a transporter lifts a basket 

from the input station and automatically moves it 

from stage to stage along the line, immersing it 

in each tank for a predetermined time and finally 

depositing it onto the output table. Program length 

is typically from 15 to 40 minutes, according to 

component size and shape.

The level of cleanliness stipulated by Springfields 

Fuels requires Paul Fabrications to test the 

water every day. The rinse stage must have a 

conductance of less than 100 microsiemens, while 

the first tank is checked with a refractometer to 

ensure that the amount of detergent is correct, as 

stipulated by the customer.

On receipt of the components and fabrications, 

Springfields Fuels visually inspects 20 per cent 

under magnification for cleanliness and also carries 

out dimensional checks to ensure that the drawing 

tolerances have been achieved.

In 2016, Paul Fabrications became the 100th 

UK manufacturing company to receive F4N 

accreditation through the Nuclear AMRC’s Fit For 

Nuclear programme. 

Aqueous Ultrasonic Line Installed 
For Cleaning Nuclear Components

Derbyshire-based Paul Fabrications, a Unitech Aerospace company, has for a long time used both aqueous 

and solvent systems to wash machined, pressed and fabricated stainless steel components for its customer, 

Springfields Fuels Limited, near Preston, which supplies fuel pellets for advanced gas-cooled reactors in the UK. 

Visit: www.turbex.co.uk
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In every sector of manufacturing, the battle to reduce 

energy costs assumes greater and greater significance.

Optimising efficiency in this area makes a measurable 

difference to the bottom line, so it is hardly surprising 

that the leading manufacturers examine every area 

of capital expenditure to be sure that their purchase 

will not just perform the tasks required of it but be 

economical to run too.

A clear example of this is in the area of plastic injection 

moulding where electrically powered machines are 

more frequently becoming the first choice for moulders 

seeking a reliable, low-maintenance alternative to 

hydraulic equipment.

This was certainly the case for Kings Lynn based Guy-

Raymond when the company’s management came to 

reviewing the composition of its machine fleet. This 

involved both the replacement of older equipment and 

expansion to cope with additional customer demand.

Founded in 1948 and still a family-run business, 

Guy-Raymond today employs just under 70 people, 

primarily in the production of twin-wheel caster, 

adjustable feet and tube fittings, which are sold into the 

office furniture, medical and retail sectors. More than 

half of its output is exported, with France, Germany 

and Spain the main markets.

Guy-Raymond’s fleet of 23 injection moulding 

machines, which range from 80 to 210 tonnes, 

runs continuously from Monday morning through to 

Friday evening, making stoppages even for routine 

maintenance a challenge. When a new purchase 

was being considered, a broader range of options 

was scrutinised, as Managing Director Kelvin Daniels 

explained:

“To date we have always operated hydraulically 

powered moulding machines. As with any hydraulic 

system, however, time has to be made available for 

oil changes, maintenance and leak testing. These 

products are also relatively expensive to run. As a 

management team, we constantly review all areas of 

expenditure, especially energy, so when it came to 

changing our machine fleet, we wanted to consider 

other options which might bring savings in this area.

“We needed five new machines and looked at options 

from a number of suppliers. Based on their build 

quality, simplicity and proven technology, what stood 

out were electrically powered injection moulding 

machines from FANUC.

“We realised that using these would, at a stroke, 

drastically reduce maintenance time and effort, 

and interruptions to production. Furthermore, using 

electricity for the clamping process rather than 

hydraulic power would give us a cost reduction in this 

area too.”

The company purchased five ROBOSHOT a-S100 iA 

models, which each boast 1000N of clamping force. 

All five were customised by FANUC with bespoke 

drilling to the platens and modifies water systems 

to suit Guy-Raymond’s specific requirements. The 

impact has been immediate and measurable, as Kelvin 

Daniels explained:

“The programming systems were very different from 

what our team were used to, but FANUC provided 

all the training we needed to ensure we could get the 

best from our investment. The machines all feature 

highly advanced mould protection and are extremely 

reliable, coping admirably with the intricate tooling we 

use here. Required maintenance is minimal – just a 

quick changeover of greasing units and they are up 

and running again. 

“However, the most important outcome has been the 

impact on our energy usage. For a while now we have 

undertaken an electricity reduction project based on 

analysing how many kW/h we use for every pound of 

sales. Since purchasing the machines, our electricity 

bill has reduced by 13 per cent – and with moulding 

accounting for 60 per cent of our manufacturing 

operations, that means the machines have reduced 

the energy costs of our moulding by more than one-

fifth.

“With such rapid payback being achieved, we are 

already looking to the future and considering adding 

a further five similar FANUC machines to the fleet. We 

really are working towards a world-class, state-of-the-

art machine fleet to serve our global customer base – a 

far cry from the 1950s when we first started injection 

moulding and actually produced our own moulding 

machines!”

Moulding Machines Drive 
Supreme Energy Efficiency

In every sector of manufacturing, the battle to reduce energy costs assumes 
greater and greater significance.

Fanuc:

Web: www.fanuc.eu

Guy Raymond

Web: www.guy-raymond.com 
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Medieval nanotechnologists may not have been 

aware of the scale they were working at, but this art 

form is widely considered as one of the first examples 

of manipulating nanomaterials. Today, technologists 

are beginning to understand the full potential of the 

nanoscale by experimenting with the measurement 

and management of nanomaterials. 

Here, Brian McLay, metrology business manager of 

precision measurement specialist, Starrett, examines 

how precision metrology will support the rise of 

nanotechnology.

Evolving nanotechnology

Over the past three decades, the science of 

nanotechnology has grown from complete 

obscurity into an industry worth trillions of pounds. 

Nanomaterials already contribute to over 1,800 

consumer goods, but the future predictions for 

this technology are far more remarkable. Faster 

computer chips, life-saving medical devices and 

environmentally restoring inventions are among the 

many nanotech applications set to change the way 

we live. 

The ability to observe and construct things at a 

tiny scale is the heart of nanotechnology. To put 

the scale of a nanometre into perspective, this unit 

of measurement tallies at one billionth of a metre. 

A single strand of human hair is around 80,000 

nanometres in width, a strand of human DNA is 2.5 

nanometres in diameter and your fingernail grows by 

approximately one nanometre every second. 

As nanotechnology is evolving, so is the scope for 

its commercial expansion. However, scientists have 

discovered that, when working at this scale, every 

day materials begin to behave in unusual ways, 

opening entirely new opportunities — and potential 

challenges — for manufacturers and scientists. 

Clearly, nanotechnology has the potential to be 

a major driver for the manufacturing economy 

of the future. However, significant research and 

development (R&D) is required to ensure high quality 

precision of these materials, and manufacturers will 

require more advanced technology to accurately 

manage materials on this scale. 

Measurement for manufacturing 

Metrology and precision measurement already play 

an integral role in product design and manufacturing. 

The technology behind quality assurance processes 

ensure every product works the way it should, 

safely and effectively. In the nanoworld, however, 

the role of metrology will become much, much more 

complicated!

One of the biggest challenges for manufacturers 

hoping to experiment with nanotechnology is the 

need to develop new measurement techniques 

that meet the requirements of the nanoscale. The 

development of nanotechnologies cannot advance 

without progress in nanometrology first — affording 

the ability to measure and characterise nanoscale 

materials according to their shape, size and physical 

properties. 

Maintaining control of the critical dimensions 

of a nanomaterial is one of the most important 

factors when working with materials this small. 

Manufacturers need to constantly control all 

parameters and performance, otherwise the material 

is at risk of manipulation. Material quantities such 

as linewidth, pattern overlay error, composition and 

concentration all need to be closely measured as the 

slightest error can end in disaster, and this can only 

be done if metrology advances to keep up with this 

new technique. 

Investing in nanometrology

While nanotechnology is a hugely exciting and rapidly 

advancing field, substantial progress is required 

before we see it reach its full potential. Manufacturers, 

including Starrett, need to invest their time and 

resources into the development of nanometrology 

and the supporting metrology technology to create 

a firm foundation for growth. Without investment 

in precision measurement, we will not achieve the 

impressive predictions set for nanotechnology in the 

future. 

Nanotechnology has come a long way since the 

accidental nanoscale manipulation of the 13th 

century stained-glass windows. There is no denying 

that the technology has enormous potential, from the 

creation of life-saving medical devices to enabling 

high-tech IT innovations that will change the way 

we work, communicate and play. However, the 

development of nanotechnologies relies on progress 

and development in nanometrology first — and there 

is still a long way to go.

The Nano World: A New Frontier 
Metrology For Nanotechnology

Nanotechnology might seem cutting edge, but humans have actually been experimenting with nanomaterials 

for hundreds of years – albeit accidentally. In fact, stained glass windows came about as the result of a heating 

and cooling process that adjusted the size of nanocrystals in the glass. 

Visit: www.starrett.co.uk
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“Highly complex components are part and parcel 

of our business. But manufacturing a quick-

coupler for a compressed air input was a tough nut 

to crack,” says Timo Lehmann of the challenges 

posed by a project for Parker Hannifin GmbH, a 

world leader in drive and control technology and 

pneumatics. “The key components are hardened 

and coated free cutting steel with threads, bores 

and four lightly tapered slots. The slots were the 

crucial point of the whole design.”  

The parallelism of the slots was only allowed to 

vary by 2μm from the reference values. Otherwise 

the fully automated machine that assembles the 

component unit at Parker-Hannifin, would abruptly 

stop. 

Moreover, the quick-coupling would not work if the 

tolerance was exceeded. When assembled, the 

lightly tapered slots contain balls, which must not 

protrude too far, yet must also never be allowed 

to fall through the slot. Through this design, the 

Parker quick-couplers prevent the otherwise 

common snapping noise when detaching. It 

also allows single-hand operation. The task of 

measuring the slots is just as challenging as the 

production process. 

The BLUM TC76-DIGILOG touch probe proved the 

only cost-effective means of verifying the design’s 

dimensional accuracy. Analogue measurement is 

always advantageous for assessing areas or lines. 

If a switching digital probe were to be used in the 

Lehmann application, a very large number of points 

on the slots would have to be measured in order 

to attain an adequate resolution. By contrast, the 

TC76-DIGILOG scans across the surface at a 

measuring speed of 2 m/min. As this is happening, 

the system generates an extremely large number 

of values (50,000 per second in fact) in a fraction of 

the time based on analogue data acquisition.  

The TC76-DIGILOG has been running smoothly 

and efficiently in Lehmann’s production operations 

since February 2015. The sequence at the start 

of a production run has a reference part clamped 

onto the machine and the complete contour of 

the corresponding slot is scanned and recorded. 

The master profile is recorded and saved in the 

evaluation software. The subsequent production 

workpieces are measured and compared 

against the recorded profile and any that exceed 

the tolerance are discarded. As a result, the 

tight tolerances of the slot are reliably checked 

immediately after the cutting process in the lathe. 

In-machine measurement delivers enormous 

benefits. If it is run without a problem in the idle 

times, as in Parker Hannifin’s quick-coupler 

production, it is hard to beat. It allows 17 employee 

Lehmann to implement 100 percent checking with 

error trends being detected at an early stage by its 

evaluation software. 

Incidentally, it doesn’t matter whether the TC76-

DIGILOG is fitted in a grinding machine or a milling 

machine. And thanks to its increased scanning 

forces, it is even well suited to the unforgiving 

conditions in a lathe. The TC76-DIGILOG scans the 

part accurately and non-directionally, measuring 

with supreme precision thanks to the patented 

shark360 measuring mechanism. “Neither 

coolant nor viscous oils impair the reliability of 

the measurement data. With its higher scanning 

force, the touch probe simply pushes through the 

coolant,” adds David Cousins. 

The Blum-Novotest/Citizen combination is also 

used for other large production lots from 10,000 to 

30,000 pieces. The processed materials are wide-

ranging from stainless steels, heat-treated steels 

and free cutting steel through to aluminium. 

“Given that we were close to having to refuse the 

quick-coupler order from Parker Hannifin, we are 

delighted to have found such a powerful solution 

in the combination of Blum touch probe and 

Citizen Machine,” Timo Lehmann concludes with 

satisfaction.

Subcontractor Achieves Precision
A complex component incorporating four long slots among other features was posing problems for 

Timo Lehmann, the CEO of Karlheinz Lehmann GmbH in Oberwolfach, Germany. The solution for 

the subcontract manufacturer was ultimately provided by a Citizen Cincom M32 turning centre and 

a TC76-DIGILOG touch probe from Blum-Novotest. 

Visit: www.blum-novotest.com
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Its product range includes flexible couplings and 

vibration dampers made from steel and composite, 

which are typically used in ship propulsion systems, 

power generation, bulldozers and locomotives.

The saw has been equipped with a robotic system 

for sorting cut lengths. By connecting the cell to the 

company’s manufacturing management system, 

the user is able to keep track of all production 

data, ensuring reliable, safe, minimally attended 

operation. Since December 2016, round and 

flat bar of mainly tempered steel has been sawn 

to precise lengths on the Kasto machine, as the 

previous saws struggled to process the difficult-to-

cut materials.

The KASTOtec, with its 430 mm cutting range and 

smallest cut size of 10 x 10 mm, efficiently handles 

all of the different sizes of steel bar due in part 

to the use of tungsten carbide tipped blades, for 

which the saw was designed. A feature called KPC 

(Kasto Performance Cutting) adds to the saw’s 

productivity by introducing measures to minimise 

vibration and optimise damping of the blade. For 

example, vibration is effectively reduced by a pair 

of spring-loaded guides on the side opposite the 

point of cutting, which also ensures quiet operation.

Before opting for this production solution, the 

Austrian company’s managers visited Kasto in 

Achern-Gamshurst, Germany, and were impressed 

by the technology on offer. They also appreciated 

the fact that Kasto was able to offer everything 

from a single source, including an ABB robot with 

interchangeable magnetic grippers to automate 

the monotonous and time-consuming task of 

removing and sorting cut parts and stacking them 

at four pallet locations.

The saw was also supplied with a magazine that 

can hold four bars up to 3,500 mm long, allowing 

production to run unattended for extended 

periods. The KASTOtec receives order data 

including material type, dimensions and number 

of cut pieces from the manufacturing execution 

system (MES), which is linked to the saw via a 

custom interface. It is therefore connected to all 

upstream and downstream production processes 

– an important step towards implementing Industry 

4.0. As a result, production is considerably more 

transparent than previously.

Kasto’s own EasyControl ensures simple and 

intuitive operation of the bandsaw cell. A clearly 

structured graphical interface quickly guides the 

operator to the required functions. The link to the 

MES allows processes such as switching between 

orders to take place automatically, making work 

easier and ensuring greater process security. 

Remote access to the system allows any problems 

with the saw or robot to be rectified quickly.

The dramatic increase in productivity at the 

Austrian factory is due in part to automation and 

connectivity of the sawing machine and also to 

the short set-up and cycle times for producing 

some 1,000 different lengths and cross sections of 

material to manufacture the many torsional vibration 

management products. The robot-assisted sorting 

of cut parts has proved so successful that the 

company plans to use the technology to automate 

an additional saw.

Automated Sawing, Sorting & 
Stacking Boosts Productivity

An automatic KASTOtec FC 4 bandsaw has led to a three- to four-fold increase in productivity at a 

family-owned firm in Austria, which develops and manufactures solutions for managing torsional 

vibration in large diesel and gas engines. 

Visit: www.kasto.com
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Based in Colwyn Bay, Conway North Wales, 

Mark Aluminium Die Castings (MADC) has many 

decades of heritage producing high quality, 

pressure die cast aluminium parts for their own 

water pumps. Used extensively in the automotive 

industry, these castings are required to meet 

the highest quality levels while produced in high 

volumes and remaining competitively priced. With 

such extensive manufacturing experience, the 

service MADC provides is ideally suited for non-

automotive applications requiring similar die cast 

parts.

The supply relationship with Loxa started through 

MADC’s involvement with the Welsh Assembly 

Government (WAG) and business contacts 

developed by the closely related Enterprises 

Europe Network (EEN) programme. The EEN 

looks to place customers requiring an engineering 

or manufacturing service with potential suppliers. 

The local EEN contact was familiar with MADC, 

having visited the factory and noted it had received 

an enquiry for the manufacture of casings for LED 

streetlamps. EEN contacted the end customer, 

Loxa, to confirm MADC had the capabilities to 

complete the order and Loxa and MADC were 

introduced.

Loxa provided MADC with various casing 

specifications that the company was looking for 

and using existing contacts MADC has within the 

company group, worked with a quality tool making 

making facility in Asia to provide the tooling for their 

aluminium die cast machinery, while maintaining 

competitive tooling pricing.

The LED casing designs are challenging due 

to the large surface areas, along with the many 

ribs required for strength and heat dissipation to 

produce the strongest case, while keeping the 

weight to a minimum.

Several prototype castings were produced and 

after a few minor casting issues were designed out 

of the tooling by the designers at MADC, Loxa was 

satisfied the castings would be of a consistent high 

quality.

Loxa has now placed orders with MADC, who will 

manufacture all casings at their UK factory. David 

Lewis, European Head of Operations at MADC, 

comments: “Customers work with us knowing we 

have the experience and expertise to produce to 

their requirements and production volumes. All 

of our aluminium die cast products are designed 

and manufactured in the UK and have been for 

decades. Therefore, we not only demonstrate 

extensive casting design and manufacturing 

experience, commercially we are in a position to 

offer a competitively priced product. By operating 

from a UK location and working in a transparent 

manner, we remove the customer risks associated 

with dealing with, and sourcing from, suppliers 

based on a different continent.

“In this instance, Loxa was looking for a UK source 

of quality casings, so a close control of purchasing 

and production volumes could be planned and 

checked. We have achieved a high quality end 

product and due to our location, the client feels 

confident we will deliver.” 

More about Mark Aluminium Die Casting 

Mark Aluminium Die Casting offers a flexible small-

to-large volume Aluminium die casting service. 

We provide design advice, tooling and specialist 

Aluminium Die Casting Makes 
Light Of A Difficult Product

technical support. We differentiate ourselves by 

our service levels and responsiveness, we also 

maintain high quality standards and of course, 

finding ways to be extremely cost competitive. We 

can also test, pack and stock your items ready for 

immediate call-off delivery.

Cast aluminium parts have been manufactured at 

our site in Colwyn Bay, Wales for over 30 years. 

The company currently operates a modern furnace 

and a series of large high pressure aluminium die 

casting machines producing parts for automotive, 

electrical and electronics applications. In-house 

design, high-pressure aluminium die casting, 

engineering, manufacturing, assembly and testing, 

plus a large stock facility are all located on one site.

We employ a mixture of UK, EU and Chinese 

manufactured dies and moulds in order to meet 

a wide range of price, precision and volume 

demands. 

For longer runs and super precision applications, 

the best quality tooling is always required, which 

we source locally. However in order to remain cost 

competitive and support companies that wish to 

re-shore their manufacturing base – in order to 

When British-based LED lighting specialist Loxa needed die cast aluminium casings for 

their industrial lighting range, they sought a UK-based manufacturer capable of producing 

the large casings in high volumes and with consistent high quality to withstand the 

rigours of exposure to the weather. 
become more flexible in terms of volumes and 

reduce lead times and supply chain vulnerability – 

we also offer a manufacturing service based on a 

highly cost competitive production model. 

Mark Aluminium Die Casting offers a full design, 

manufacture and test service for the OEM and 

replacement markets where volumes range from 

1,000s to hundreds of 1,000s of parts. We also 

have a large engineering, assembly and packaging 

facility, logistics and a huge on-site stock capacity.
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Honing

Manufacturing companies that produce highly 

precise bores in small to medium batch sizes often 

hesitate to invest in their own precision honing 

machine. The rate of utilisation is simply too low. 

Such manufacturers might use a simpler machine 

that is less costly but often does not work precisely 

enough. With a new single-spindle “Eco Honing 

Machine”, KADIA now seeks to meet the needs of 

exactly these and similar user groups. The E line, 

as it is called, is the ideal solution for entry into high-

precision honing. And in the event that production 

quantities rise – no problem, as the machine 

concept offers options for series production.

In view of rising quality requirements, every μ 

matters when honing is used for finishing of 

precision bores. The edge of what is technically 

possible is becoming the norm. High-end machining 

equipment and highly developed technology 

are the prerequisites to even be considered as a 

supplier. Working productively and precisely to the 

last μ is KADIA’s specialty. The honing specialists 

from Nürtingen have positioned themselves for 

years in the area of professional users, with the 

focus on small to medium diameters.

To put the technical possibilities into a machine 

that also carries the “eco” name is therefore quite 

a new approach from developers at KADIA, a 

balancing act that has nevertheless been achieved 

with the new E line. “The new single-spindle E line 

is a cost-effective, productive 

honing solution for the 

highest precision. With this 

machine we are rounding 

off our spectrum in the 

smaller range”, emphasises 

Executive Director Henning 

Klein. The machine is also 

“ultra-compact” and requires 

just 2.5 m² of floor space. The 

control cabinet is integrated into 

the side and all the components 

that require regular maintenance are 

easily accessible. Potential users who also have 

the area of their production space in mind will be 

glad to learn that installation close to the wall is 

possible.

Up to now, the company on the Neckar River 

has developed mostly multi-spindle machines 

for use in large series production, especially by 

automotive manufacturers and large suppliers. 

“The E line is aimed on one hand at these current 

customers, especially at prototype developers”, 

Klein continues. “We see the second user group 

as manufacturing companies that want to either 

produce small volumes especially flexibly or 

produce in series economically, all in the high-

precision range.

Such companies then have two options: They 

either handle the honing themselves or they hand 

off the demanding precision work to external 

service providers. The latter lends itself well when 

the company does not view honing as one of its 

own core competencies but would still like to 

accept orders from customers with highly precise 

requirements for boring quality. Professional 

honing providers can carry out such tasks quickly 

and reliably. The new E line is the ideal alter-

native, especially when honing is a central part of 

the company’s manufacturing competence and 

highly economical and precise work is important. 

In this case, the special entry-level fea-tures and 

the quality of output are not mutually exclusive, 

since the same components that KA-DIA uses 

Eco, Yet For The 
Highest Standards

KADIA presents compact high-end honing machines for 
prototype and series manufacturers

in other types of machines ensure that the end 

quality is correct down to the μ: a highly dynamic 

lean high-speed honing spindle and intuitive high-

performance control. “Therefore, the E line is on the 

same level as our larger machines when it comes 

to quality”, Henning Klein reiterates.

“Smart Dynamic Honing Technology”

The experts from Nürtingen just recently presented 

their second-generation LH spindles with the 

current type designations LH2 and LH3. The 

update includes a range of further developments 

that take into account current technology. The 

somewhat smaller LH2, with a material removal 

rate of up to 18 mm³/s, performs its work in the eco 

machine. It stands out due to its “ultra-precise run-

out” and its highly dynamic nature. Inside, modern 

direct drives provide the rotation and strokes.

The company surprised the honing scene a few 

years ago with the HMC100, a machine control 

system of its own development. At that time there 

was no comparable solution on the market that was 

specifically tailored to honing. The control system 

features the newest technologies and measuring 

techniques and visually presents all processes on a 

large 19” panel. The design engineers in Nürtingen 

now integrate the HMC100 into all of their honing 

machines.

The two key components, the honing spindle and 

the honing control system, are also important parts 

of the “Smart Dynamic honing technology”. The 

Executive Director says: “This is a concept that 

connects with Smart Manufacturing and follows 

the motto “Less complexity. More efficiency.”

Like all KADIA honing machines, the E line is 

also available in a variety of configurations – the 

“ultra-compact” and “eco” characteristics do not 

preclude this option. In its basic configuration 

the machine contains a fixed table; for prototype 

parts and small batches this is often sufficient. 

The option of installing a rotary table with multiple 

stations, usually honing, measuring and loading 

stations, is also possible. “Users have the option 

of integrating a handling system for automatic 

placement”, explains Henning Klein. “This provides 

a productive honing solution for medium to large 

batches.”

Depending on the number of units being produced, 

the provision of coolant may come into play. As 

a compact solution, an integrated coolant and 

extraction system is available to E line opera-tors. 

This will almost always be sufficient for prototype 

or small batch production. For larger production 

volumes and fully automatic operation, an external 

coolant system may be advisable.

Smart Dynamic Honing Technology

The highly precise LH honing spindles and the 

high-performance control system HMC100 are 

the key components of the Smart Dynamic honing 

technology from KADIA. The goal of this concept 

is “Less complexity. More efficiency.” This allows 

honing processes to be achieved with the highest 

quality and maximum output. The spindles have 

direct drives for the rotation and the strokes. The 

honing specialists from Nürtingen provide a five-

year warranty on the linear drive for the strokes. The 

HMC100 features the newest honing processes 

and measuring techniques. A 19” panel clearly and 

understandably displays the complex operations 

of precision honing. This allows the machine to be 

operated intuitively. The statistical analysis is an 

especially convenient feature. Both components 

also work with the E line and make it an eco honing 

solution for the highest standards.

IDHoning

Visit: www.kadia.de
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SOUTHERN MANUFACTURING

Turns 20 In Style

Southern Manufacturing & Electronics returns to 

Farnborough from February 6th to 8th 2018 for 

its 20th anniversary show. This notable event is 

made even more so in that it coincides with the 

show’s move from its purpose-built temporary 

venue into a new permanent home, currently 

taking shape on the familiar Farnborough site. 

The £30m Farnborough International Exhibition 

and Conference Centre development is the largest 

exhibition venue to be built in the UK for 20 years. 

Southern Manufacturing 2018 will be the first 

major exhibition to be held in the 20,000m² Hall 

1 complex, designed by award-winning architects 

Terence O’Rourke. Offering world-class facilities, 

easy access, and in a prime location on the site 

of the Farnborough Airshow, Hall 1  looks likely to 

very rapidly become one of the key showcases for 

UK engineering expertise. 

Southern Manufacturing & Electronics 2018 will 

give a flavour of what’s to come, as many hundreds 

of Europe’s top engineering suppliers converge 

on Farnborough for arguably the most important 

annual engineering event of the year. Around 800 

companies from around the globe are expected 

to take part, ranging from numerous major 

international machinery makers to independent 

SMEs offering an incredible range of expertise, 

niche products and services. These two aspects 

of the show make it one of the most productive 

events you can attend, especially if multiple 

sourcing issues need to be addressed.

 Alongside the working machinery exhibits and 

vast range of production hardware, consumables, 

components and engineering services, 

the show also hosts a comprehensive 

free technical seminar programme, which 

runs in two theatres over all three days of 

the show. A wide-ranging programme of 

sessions covers both technical topics, such 

as Industry 4.0 and Advanced Manufacturing, 

to important business management issues 

such as the impact of the forthcoming GDPR 

regulations. A full list of sessions can be found 

at http://seminars.industrysouth.co.uk

Pre-registered visitors to the show receive a 

free Show Guide catalogue to help them locate 

products and services of interest to them. Visitors 

registering online will also receive a free 12 page 

preview magazine to help plan their visit. A full 

listing of exhibitors is available online at:

www.industrysouth.co.uk

Southern Manufacturing & Electronics 2018 

opens from February 6th to 8th. Admission 

to the show is free. More information and 

tickets are available from 

www.industrysouth.co.uk. Farnborough 

Exhibition and Conference Centre offers free 

on-site car parking and is easily reached by 

road, air or public transport.

With A New Permanent Home

Visit XYZ on Stand E190.
XYZ Machine Tools will be displaying the 

XYZ UMC-5X at Southern Manufacturing 

2018 - February 6, 2018 @ 9:30 am - 

February 8, 2018 @ 4:30 pm. This will 

be a great opportunity to see XYZ’s first 

gantry-type, fully simultaneous five axis 

machining centre in action. Visit XYZ on 

Stand E190. 

Visit: www.xyzmachinetools.com

To underline its expertise in the area of Industry 4.0, 

HEIDENHAIN will present at Southern Manufacturing its 

Connected Machining system of production, in which all 

work steps from the design to the deliverable component 

are interlinked via one of the company’s TNC controls. 

The manufacturer’s premise is that a workpiece is produced 

on a machine tool, so information should be consolidated 

there and data on the status and quality of the workpiece 

must flow back into the production IT system. The machinist, 

who is responsible for the quality of components and for 

staying on schedule, needs to have access to all this data.

Two-way communication with a CAM system is facilitated 

by Remote Desktop Manager software, while using Batch 

Process Manager, the operator is able to monitor the NC 

program and tools and schedule the execution of several 

production orders simultaneously. StateMonitor software 

captures data from machines, presenting a real-time view of 

their status and sending messages to computers and mobile 

devices throughout the company. Automatic workpiece 

measurement on the machine delivers data for quality 

assurance, which can be archived or evaluated. 

In other news, HEIDENHAIN is offering an optional variant 

of its TNC 620 control, whereby instead of having soft 

keys at the side of the screen plus function keys and a 

numeric keypad below, operation is via graphics on a large 

touchscreen. It gives users the choice of a smartphone / 

tablet-style interface when operating this mid-range, 4/5-

axis CNC system for prismatic machining and probing.

Its familiar look and functionality has been combined with 

modern operation using tapping, swiping and dragging 

motions on the screen. The interface speeds entry, location 

and manipulation of data, resulting in easy operation and 

tangible increases in productivity. An operator can zoom 

in or out and move or rotate graphics directly on screen 

dynamically and smoothly.

Visit: www.heidenhaingb.com

Industry 4.0 compatibility of 

HEIDENHAIN controls  and first 

touchscreen CNC to be featured

Vero Software will be demonstrating the 2018 

R1 releases of Edgecam, Radan and VISI, at the 

forthcoming Southern Manufacturing Exhibition.

Edgecam includes updates to 

roughing cycles for milling, turning 

and MTM. And the prevention of 

unnecessary CAM regeneration is 

seen as being particularly important. 

When editing a tool command, 

the remaining instructions will no 

longer be automatically regenerated 

if the alteration does not affect the 

corresponding cycles with aspects 

such as coolant or high-speed.

Sheet metal software Radan takes the increasing popularity in automatic bending 

into consideration, making fingerstops safer by allowing for improved part 

alignment in the press brake, and reducing the number of fingerstop movements 

required between bends. A new batch nesting system could improve material 

usage by around nine percent over a year with a revolutionary approach to 

optimising a range of nests, by looking at the entire nest run and reducing the 

number of overall sheets instead of focusing on how full each individual sheet is.

For the mould and die market, VISI provides greater flexibility when constructing 

supplier and non-standard tool configurations. Customisable templates, including 

the management of blank and predrilled plates, allow for easy tool layout creation 

and enhanced editing throughout the design process.

Edgecam, Radan, VISI, Southern Manufacturing, February 6-8, FIVE, 

Farnborough, Stand G190

Visit: www.verosoftware.com

Vero To Demonstrate 
Three Of The Best
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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.

For the First Time, a Robot Passed a Medical Licensing Exam http://bit.

ly/2zTvLoo  via @futurism

A report by @ProspectUnion considers the impact of #Brexit on 

#STEM jobs. #PPMABEST is committed to supporting young 

people into the industry

SOLIDWORKS World lets you witness the evolution of 3D design. Up 

close. In person. All in real-time. Don’t miss out. #SWW18 http://3ds.

one/P5WvbR 

Record boost to R&D and new transport fund to help build 

economy fit for the future: http://ow.ly/U36h30gIsTd  

#Research #Development #Transport #IndustrialStrategy

@IMTSchicago

@PPMABEST

@SOLIDWORKS

@Catapult_UK

#Universities need the highest quality materials testing products, 

ensuring #students gain skills & knowledge. We’re the official 

#UK supplier of market 

leading INNOVATEST testing 

products, which are #UKAS 

accredited and meet and 

exceed #NADCAP, #ISO 

and #ASTM standards!

@bowersgroup01
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