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A typical automated system was demonstrated using the 

manufacturer’s Multi Rail System RM at MACH 2016 on the stand of 

UK distributor, 1st Machine Tool Accessories.

OK-VISE clamps work on the principle that when tightened they 

expand, simultaneously pressing the workpieces against the guide to 

prevent any possibility of play. Small in size yet exerting a clamping force 

up to 150 kN, the clamps are designed to fit between workpieces and 

take little space on the fastening base, be it a T-slot table, base plate, serrated rail or other platform.

Fastening involves a single bolt located in the centre of each clamp, ensuring quick set up times. 

Normally carried out by hand, the procedure may now be automated using a hydraulic cylinder that 

sits under the fixture on a 3-axis machining centre table or behind the clamping faces of a tombstone 

on a 4/5-axis machine.

HYDRAULIC LOW-PROFILE 
CLAMPING SYSTEM ENABLES AUTOMATION

Finnish workholding equipment manufacturer, OK-VISE Oy, has introduced new, 

hydraulically actuated versions of its low-profile clamping products.

Surface solutions provider Oerlikon Balzers has achieved accreditation from Airbus 

for its Milton Keynes coating centre (UK).

Surface finishing and deburring specialists Ellesco has now announced that it is the 
official UK distribution agent for the Peitzmeier-Maschinenbau range of grinding 
machines for processing the surfaces of metal products.

Sheet metalworking machine tool manufacturer, Bystronic, has extended its 

BySprint Fiber range of fibre laser cutting machines to include a larger model, 

designated 6520.

Yamazaki Mazak officially opened its new Technology Centre Hungary, the 
company’s 14th Technology Centre in Europe, with an international event attended 
by hundreds of visitors across several days.

Now adding to the portfolio of high specification machine tools available through 2D 
CNC Machinery of Hinckley,

www.1mta.com

www.ellesco.co.uk

www.oerlikon.com/balzers/uk

www.heidenhaingb.com

It allows metal sheet measuring up to 6.5 metres by 2 metres to 

be processed, whereas the other two machines in the range have 

maximum table capacities of 4 metres by 2 metres and 3 metres 

by 1.5 metres respectively.

There are numerous benefits of the bigger format. Material usage 

can be maximised when using larger sheet, as more parts can be nested with greater efficiency so 

there is less material wastage. The manufacturer’s BySoft 7 process software supports users with 

intelligent nesting procedures. 

More parts can be produced per cutting cycle before the next sheet is loaded, so productivity is 

raised. Additionally, the variety of applications is increased, as larger single components may be cut 

without having to interrupt the machine in-cycle to reposition the sheet.

As with the smaller BySprint Fiber machines, the larger 6520 model can be equipped with a 3, 4 or 6 

kW fibre laser source. There is no compromise on speed, maximum simultaneous positioning of the 

axes being the same at 140 m/min.

www.rarodriguez.co.uk 

www.bystronic.com

www.mazakeu.co.uk 

www.2DCNC.co.uk 

www.vollmer-group.com

FIBRE LASER MACHINE 
FOR CUTTING LARGER SHEET

A very compact, incremental 

encoder for measuring 

angles to a high degree 

of precision has been 

introduced by Heidenhain, 

which says that the unit has 10 times higher resolution and 

reproducibility than competitive products due to its superior 

signal quality, low noise and high interpolation rates.

Designated ERO 2000, the angle encoder was originally 

designed for use with galvanometer motors used, for 

example, to move mirrors and provide positional feedback 

in laser applications involving beam steering, microscopy 

or marking. Other uses are to be found in small measuring 

arms, for positioning piezoelectric motors, and in micro 

systems such as goniometers for determining the angle 

between the faces of a crystal or a blade edge.

HIGH ACCURACY, MINIATURE 

ANGLE ENCODER

The new agreement will enable Christchurch based Ellesco to extend 

the market reach of its portfolio by offering modular automated 

solutions to suit the demands of the deburring end-user. 

As a relatively new brand entering the industry, the Peitzmeier range is 

considered as modern and cost effective with a modular configuration 

that will enable customers to add automation systems and even 

extend the dimensions of the machine to suit the ever changing needs of the customer. The OMNI-

Grind Product Portfolio includes standard machines up to process oriented solutions with two 

modular machine types available.

Ellesco Enhances Polishing Range
With New Peitzmeier Agency Agreement

Now, Vollmer has taken its new concept a step further 

with its latest Vgrind 160, a model that provides more 

flexibility and capability than its predecessor.

The new Vgrind 160 received its world premiere at the 

Grindtec exhibition in March and was flown fresh from 

its global premiere to MACH 2016 where one customer 

instantly recognised the advancements of the new 

model, and placed an order at the show.  Compared to 

the previous version, the new Vgrind 160 can process 

tools up to 50mm diameter, more than double the 20mm 

maximum diameter of its predecessor. This expanded 

capacity also extends to the grinding length of the tools. 

The new Vgrind can accommodate a tool length capacity 

up to 265mm with a grinding length of 200mm, more 

than 40mm beyond the previous machine. To ensure 

the Vgrind can process these particularly long tool 

shanks, Vollmer has ingeniously incorporated a steady-

rest support system that will prevent tool deflection and 

vibration during processing.  

For further details on the multitude of features that make 

the new Vgrind the ‘best-in-class’ machine, please 

contact your usual Vollmer dealer.

Tooled For 
Productivity
When the Vollmer Vgrind was launched, the new 

concept in rotary tool grinding completely changed 

the industry.

Friction and wear are the major factors limiting the performance and 

service life of tools and precision components. Oerlikon Balzers’ 

coatings are an effective - and often the only possible - means to 

decisively improve their operational performance.

Lighter construction, ever-increasing performance with ever-smaller 

dimensions, as well as environmentally friendlier concepts for 

operation and maintenance: these increasing demands on systems impose correspondingly greater 

requirements on components and tools. Oerlikon Balzers’ coatings, such as the BALINIT family of 

coatings prevent wear and corrosion on critical components. 

Many aerospace suppliers rely on Oerlikon Balzers’ PVD (physical vapour deposition) coatings and 

benefit from Balzers’ global network of coating centres. 
 

Oerlikon Balzers coating centres in France and Luxemburg are already Airbus approved.

Airbus approves Oerlikon Balzers’ UK facility

The new Technology Centre Hungary, located in Soskut near 

Budapest, is not only a support base for local customers but also 

serves as a strategic base, allowing Yamazaki Mazak to extend the 

local access to technical support they can provide for nearby markets, 

such as Bosnia-Herzegovina, Bulgaria, Croatia, Romania, Serbia, 

Slovakia and Slovenia.

The architectural design of the new Technology Centre is as exciting as the range of new CNC metal 

cutting and laser processing machines that are on display. Covering almost 1,800m², the new facilities 

include a 736m² demonstration area, 50-seat learning auditorium, classroom teaching facilities, three 

meeting rooms and offices. The new building was officially opened by Mr Takashi Yamazaki, Vice 

President of Yamazaki Mazak Corporation.

Sales have increased year on year as 

UK manufacturers seek to enhance 

their global competitiveness through 

automation. Indeed, consistent 

growth has now prompted the 

Letchworth-based company to strategically separate this 

division of its company.

As a result of this decision, all automation sales are now 

the responsibility of the newly formed RARUK Automation 

Limited, a company dedicated to developing a group of 

automation products with a unique edge.  

“The creation of a separate organisation allows us to tool 

up for the growing demands of automation in the UK, whilst 

not losing sight of our traditional strengths as a supplier of 

the highest quality transmission components,” explained 

Peter Williamson, MD of both R. A. Rodriguez (UK) Limited 

and RARUK Automation Limited. “The move allows us to 

optimise the growth of both strands of our business.”

At present, four product ranges dominate the RARUK 

Automation catalogue.  The first is Universal Robot, 

collaborative robots that effectively launched R. A. 

Rodriguez into the field of stand-alone automation five 

years ago.  Only recently, the company’s position as a 

leading supplier of these robots in the UK was cemented 

by its appointment as Universal Robot’s sole UK Preferred 

Supplier for 2016.

A NEW AUTOMATION 
COMPANY INTRODUCED

Since 2011, R. A. Rodriguez has been steadily adding 
automation products to its portfolio and what a 
success story it has been. 

Mazak’s New Technology Centre
Officially Inaugurated

The OKK HM-X6000 is a highly rigid precision horizontal machine design with the ability to incorporate 

turning cycles using up to 10 revs/min on the A-axis and 33.3 revs/min rotation of the B-axis of the 

trunnion.   OKK’s HM-X6000, 5-axis horizontal machining centre has a maximum workpiece capacity 

of 750 mm diameter by 700 mm high with the part carried on a fully integrated 600 mm pallet system 

to feed its trunnion unit.  The large trunnion unit has a 360 deg B-axis and A-axis tilt between +20 to 

-110 deg which moves into and out of the machining zone on the 820 mm Z-axis to perform loading/

unloading and machining cycles.

2D CNC ADD TO MULTI-AXIS PORTFOLIO
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With swiveling arm and a single gripper, the 

new Top Loader is designed for automatic 

tool loading (blanks and finished tools) on 

the Helitronic Mini Power and Helitronic 

Essential tool grinders, as well as the two-

in-one tool grinding and erosion machine, 

the Helitronic Diamond Evolution.  

Tools of diameters from 1 mm to 32 

mm and up to 185 mm long can be 

accommodated by the Top Loader, which 

utilises Walter’s standard robot pallets for 

blanks and finished tools. Indeed, up to 500 tools of 3 mm diameter can be handled, and a tool 

change takes just 27 seconds. 

Also new is a compact wheel changer accommodating six grinding wheel sets or electrodes with 

a maximum diameter of 150 mm, for the Helitronic Mini Power and Helitronic Diamond Evolution 

machines.

Use of this wheelchanger on machines featuring Walter’s newly-developed belt-driven spindle extends 

tool grinding and erosion capacity by 40 mm to grinding lengths of 225 mm.

WALTER ENHANCES TOOL
GRINDING AND EROSION

Two new automation aids that enhance the productivity and unmanned and lights-
out operation of multi-axis Walter Helitronic tool grinding and erosion machines 
have been announced by Walter Ewag UK, a member of the United Grinding Group.

Express Oil and Gas has made a bold statement of confidence in the future with 
further investment at its Gateshead facility.

www.walter-machines.com

www.mazakeu.com

At www.gb.schunk.com the innovative family-owned 

company now offers comprehensive and attractively 

presented information about the world’s largest portfolio 

of more than 11,000 standard components for clamping 

technology and gripping systems. 

 

The website is an instant eye-catcher. On closer 

investigation, it also becomes apparent that the primary 

goal of the SCHUNK re-launch is to create a more user-

friendly and intuitive website. Whether via PC, tablet or 

smart-phone, the interface allows users to quickly and easily 

find the suitable components for their projects. Navigation 

is facilitated by convenient search options based on key 

words, products, industries and main topics. All relevant 

technical information is available down to the variant level. 

 

In addition, the website is packed with supplementary 

information on the specific components. The content 

includes everything from technical data and CAD files in 

2D and 3D formats to application photos, videos, catalogs, 

operating manuals and accessories. Numerous best 

practice examples provide a comprehensive overview of the 

diverse applications for SCHUNK modules and solutions – 

from metalworking through automotive, food processing 

and electrical engineering to optics, medical technology 

and wood machining. The site also provides extensive 

information about the company and its partnership with 

SCHUNK brand ambassador Jens Lehmann, as well as 

career opportunities at SCHUNK. All content is regularly 

updated to ensure that users always receive relevant 

information.

SCHUNK Launch
New Website

Modern and efficient with plenty of multimedia 
content is how the competence leader for clamping 
technology and gripping systems describes its 
new-look website.

www.gb.schunk.com www.wnt.com

As production director Mark Simmons explains, the heavy-duty 

Hartford HCMC 2082 accommodates workpieces weighing up 

to 2,600 kgs and provides an X axis capability of more than two 

metres. “This now allows us to machine long shafts for oil and 

gas valves, for example, and the machine’s high-speed milling 

capability of up to 8,000 revs/min combines perfectly with its 

high torque value of 650 Nm.

“The result,” he says, “is a machine that is perfectly suited to 

processing the difficult-to-machine materials we process, such as the super alloys Inconel, Hastelloy, 

Monel, 17-4 PH, S316 Super Duplex, Zeron 100 and Waspalloy that have characterised our business 

since we were established 39 years ago.

“Importantly, too,” he adds, “the machine’s integral thread milling capability has also enabled us to 

eliminate a separate tapping operation which, on these types of materials, often created problems 

and frequent tap breakages.”

With ten employees, the family-run business knew it needed to invest in a larger, faster vertical 

machining centre to ensure it continued to provide its oil and gas industry customers with the parts 

they wanted at cost-effective prices. 

“We decided to replace two ageing machining centres with one new machine, and when we compared 

the Hartford to a competitor, it was immediately clear that the Hartford was a much better machine.

Processing small batches of either one-, five- or ten-off – for companies also in the defence, hydraulic, 

mining, nuclear petrochemical and rail sectors - the Hartford HCMC 2082 has X, Y and Z axis 

capabilities of 2,060 mm by 820 mm by 660 mm/820 mm, respectively, and spindle speeds (geared) 

up to 8,000 revs/min from the 11/15 kW (optionally 15/18.5 kW) motor. The machine has an arm-type 

tool storage facility for 24/32 tools.

LARGE-CAPACITY HARTFORD MACHINING CENTRE 
GIVES C.S.SIMMONS EXTRA CAPABILITY FOR OIL & GAS WORK

The installation of a large-capacity Hartford vertical machining centre has not 
only allowed C.S.Simmons Precision Engineering to expand the size of niche work 
it handles for its established customer base in the oil and gas sector, but the new 
machine is also enabling the Bath-based company to effectively produce in one hit 
completed components that were formerly also machined on turning centres.

Yamazaki Mazak has extended its range of entry-level machines with two new turning 
centres designed for machine users demanding high quality at an affordable price.

www.cssimmons.co.uk

www.mazakeu.com

The bars use a combination of a conventional steel body 

with a pressed carbide core to provide optimum vibration 

damping.

This combination provides similar performance to that found 

in solid carbide tools in respect to damping and torsional 

stiffness, but with a much better price/performance ratio, 

due to the reduced amount of carbide required. The carbide 

core is embedded within the steel shaft and the coolant 

is able to flow around this to exit immediately behind the 

cutting edge, a feature that further enhances the range’s 

process security and ability to machine at higher cutting 

data while generating high quality surface finishes. The 

range of WNT vibration damped boring bars covers a wide 

selection of ISO insert styles and bar diameters go from 6 

mm through to 32 mm, dependant on which insert style is 

chosen. 

As part of the standard range of tools on offer from WNT 

(UK), these vibration-damped boring bars will also be 

available ex-stock with WNT’s investment in logistics 

ensuring that customers ordering before 18:30 will be 

guaranteed delivery next working day, before noon.

WNT announced the arrival of 
vibration damped boring bars
With the added benefit of an internal coolant 
supply direct to the cutting edge. 

The new QUICK TURN COMPACT (QTC) and QUICK TURN PRIMOS (QTP) are both aimed at the 

general subcontracting market, specifically those subcontractors involved in small to medium size 

manufacturing operations. There are optional variants for each machine type, which should ensure 

that the correct choice of machine specification is much quicker for customers, with resulting shorter 

lead times.

The QT COMPACT range is a high performance turning centre equipped with a Mazak manufactured 

driven tool turret with either 500mm or 1000mm bed and a bar capacity of ø65 mm or ø80mm. The 

machine is controlled by the SmoothC control, the latest edition to the SMOOTH TECHNOLOGY 

portfolio, incorporating state-of-the-art motion control technology. A productivity package is available 

and includes bar feed interface , parts catcher and higher power coolant options. 

The QT PRIMOS is a compact, high performance 2-axis turning centre with high productivity and a 

small footprint, making it ideal for subcontract manufacturers requiring simple turned components in 

volume production.

Mazak Extends Entry-Level Range
With Two New Machines

The Team Valley-based company has 

acquired an additional Mazak INTEGREX 

i-400 multi-tasking machine tool which 

will form part of a new manufacturing cell 

producing valve components for the oil 

and gas sector.  The new machine will 

combine the operations of two existing 

machines into a single process, offering 

an immediate and significant production 

improvement.  Express Oil and Gas has a 

long history with Mazak and, as recently 

as 2014, acquired an additional number of 

very large multi-tasking centres, including the first INTEGREX e-800 series machine to be installed in 

the UK. 

Neil Ransom, Commercial Director at Express Oil and Gas commented: “We have a longstanding 

policy of continuous improvement in our manufacturing operations and are constantly analysing our 

production processes to reduce costs wherever possible. 

“The investment in the INTERGREX multi-tasking machine will streamline our production process 

allowing cycle time improvements across a variety of subsea components. The efficiency benefits 

will enable us to remain profitable and competitive during this challenging period for the oil and gas 

market.”

Express Invests In The Future
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Now available from Tamworth cutting tool experts Industrial Tooling 

Corporation (ITC), the VSM17 has been designed for low horsepower 

machine tools. The new Widia VSM17 from ITC delivers the benefit of 

reduced horsepower requirement and higher spindle speed and feed rates, 

which essentially means more parts per shift. 

The VSM17 cutter bodies have an integral chip gullet design that demonstrates 

excellent chip evacuation and with its hardened-steel construction and 

hardened pocket seats, the new milling line exhibits high resistance to 

deformation. The VSM17 offers aggressive ramping capability up to 8.8° with 

a maximum 16.45mm depth of cut. This enables users of the new VSM17 to 

benefit from significantly improved productivity rates when rough machining 

with low powered machine tools. The impressive VSM17 line is available 

in a variety of designations that include shell mills, screw-on type cutters, 

cylindrical shank and Weldon shank end mills with a through coolant facility.

ITC Offers Versatile Widia 
90-degree Milling Range

With cutters that can be used for shoulder milling, profiling, face milling, slotting, 
ramping, helical and circular interpolation whilst achieving true 90-degree shoulder 
milling, the Victory Shoulder Mill (VSM) 17 platform from Widia is a robust and 
versatile job-shop winner.

Starrag UK has supplied another Heckert horizontal HEC 400D machining centre 
to the same customer – the 14th machine onsite - to expand a manufacturing cell 
dedicated to a range of suspension components where the HEC machines are 
enabling the customer to benefit from reduced machining times and improved 
integrity of production.

The OKK VC-X350a vertical machining centre has been developed for machining 
high alloy type materials and is ideal for complex mould and die type applications 
and where precision turning can be combined as part 
of a 5-axis production cycle, utilising the direct drive 
rotation of the trunnion mounted C-axis at up to 1,000 
revs/min.

www.itc-ltd.co.uk

www.leespring.co.uk

www.gb.schunk.com

www.starrag.com

www.2DCNC.co.uk

The leading UK-based top-tier supplier is using the HECs to successfully 

machine a variety of steel and aluminium components, capitalising on the 

machines’ power, precision and productivity – and cost-effectiveness. 
 

These four-axis machines are being used throughout the automotive sector 

– by OEMs and their top-tier suppliers – for the single set-up machining of 

workpieces such as gearboxes, coupling housings and valve bodies, and 

they are proving especially effective when used as manufacturing cells/

flexible manufacturing systems.

14TH STARRAG UK MACHINE AT
TOP-TIER AUTOMOTIVE SUPPLIER

Available through 2D CNC Machinery of Hinckley, the compact, high 

rigidity machine has axis travels of 600 mm in X, 430 mm in Y and 

460 mm in Z with rapid traverse rates of 50 m/min in X and Y and 

36 m/min in Z.

THE OKK VC-X350A ADDED TO UK PORTFOLIO

Nederman, the global leader in industrial air filtration has 

now re-modelled its UK headquarters in Preston to offer 

the UK’s most comprehensive demonstration and training 

facility for manufacturers aiming to reduce the environmental 

impact from production processes. 

The grand opening of the new facility was conducted 

by Nederman’s Senior Vice President and Head of the 

EMEA Division, Mr Hans Dahlen. The opening of the 

new demonstration area coincided with the UK launch of 

Nederman Filtac, a division dedicated to oil mist filtration 

and extraction for machine tools. 

To announce the arrival of the Nederman Filtac line in the 

UK, the newly refurbished demonstration area includes a 

new fully operational oil mist filtration unit. In order to fully 

demonstrate the capabilities of this new unit, Nederman 

has invested in an oil mist generating machine, which 

enables customers to witness the oil mist extraction rates 

and efficiency levels of this new line. The Nederman Filtac 

range utilises patent-pending FibreDrain media technology, 

which makes it possible to capture even the smallest 

sub-micron droplets, delivering continuous operation and 

efficiency levels far beyond alternate systems. 

The re-modelling of the new demonstration area has also 

given Nederman an opportunity to install many of the latest 

products from its diverse product portfolio. The remarkably 

diverse line-up of products for creating a safe and clean 

working environment includes efficiency boosting systems 

for virtually every industrial application imaginable. These 

product lines include the diverse range of extraction 

arms, exhausts, hose and fume reels, high vacuum units, 

Filterboxes, media filters, downdraft benches and the new 

L-Series modular dust collectors to name just a few. All 

the products within the extensive demonstration facility 

can be viewed and trialled under simulated industrial test 

conditions. 

The combination of a state-of-the-art demonstration area 

and industry leading product innovations are backed-

up by a training facility that can seat up to 30 delegates 

and is the envy of the industry. Furthermore, the extensive 

product lines and facilities are supported by a service and 

maintenance department that is trained to an unparalleled 

level of expertise. If you want to view any of the Nederman 

product lines, please contact your local Nederman dealer or 

visit www.nederman.com for more details.

Nederman Opens New 
Demonstration & Training Facility

Nederman, the global leader in industrial air 
filtration has now re-modelled its UK headquarters 
in Preston to offer the UK’s most comprehensive 
demonstration and training facility for 
manufacturers aiming to reduce the environmental 
impact from production processes.

www.nederman.com

Although Lee Spring carry over 23,000 catalogued items, it is just as 

common to find that a variant or complete custom item is required to suit 

a new design or new assembly process. A special spring design may 

add quality to product operation or its longevity, often with significant 

savings in component cost and/or assembly time.

Lee Spring technical and cultural capability, derived from experience 

since 1918 working alongside customers, enables them to develop 

project specifications to international standards such as RoHS, REACH 

and DFARS. They can hand-hold customers through the specification 

prototyping, development/trials process to final sign-off and mainline 

production. This includes full CAD modelling on to prototyping and 

supply chain management for commercial, industrial, aerospace and military sectors. Custom springs 

may be stocked in depth to meet customers’ demand schedule so enabling efficient and timely 

delivery wherever required worldwide.

Typical custom variants of standard springs include varying finishes, alternative materials for enhanced 

performance, polishing or coating, non-standard loadings, non-standard sizes, matching to suit 

exceptional environments, demands for extreme longevity or specific concerns regarding materials 

matching etc. A common request is to meet tighter tolerances required for specialist housing designs. 

This custom process encompasses special standards requirements, non-standard finishes – for 

aesthetic or functional reasons, such as colour matching or colour coding, special shapes, special 

end forming, retaining clips – wire forms and stampings/other formed metal parts (fourslide parts), 

trim clips etc.

Specification of custom springs or components can involve production in materials such as beryllium 

copper, brass, hard drawn carbon steel, oil tempered carbon steel, oil tempered chrome silicon, oil 

tempered chrome vanadium, Elgiloy®, Hastelloy®, Inconel®, Monel®, music wire, phosphor bronze, 

plastic composites, 300 series stainless steel, 17-7 stainless steel.

A vital part of custom design of course is the selection of secondary operations such as assembly, 

colour coding, electro-polishing, grinding, heat treating, looping, passivation, powder coating, shot 

peening, spring setting, plating e.g. with nickel or zinc and use of other special finishes e.g. black 

oxide.

Lee Spring Custom Designs Aid Bounce-Back
Of Manufacturing Industry In UK

From engines to trim, toys to medical devices and instrumentation to valves, the 
Lee Spring capability to quickly create application specific springs and spring 
components is aiding the regrowth of UK manufacturing industry.

Industry leader in gripping and clamping systems, Schunk, has welcomed a new 
area sales manager to its expanding UK team. As the latest addition to the team, Mr. 
Steven Betts will be covering the East Midlands area. 

Steven is a self-motivated sales professional with a strong engineering 

background. With extensive manufacturing expertise, Steven will be 

a key addition to the existing sales team at Schunk, as the company 

continues to capitalise on a great MACH 2016 exhibition.
 

Martin Kent, the General Manager of Schunk Intec Ltd, said: “I am 

delighted to introduce Steven as our latest addition to the team. Steven 

joined us the week of MACH 2016 and his timely arrival gave him the 

opportunity to meet the rest of the Schunk team and more importantly customers from his region. 

Customer service is a key focus point for Schunk; and I believe our new area sales manager, with 

his deep industry knowledge, will be able to service the wide variety of requests we receive from our 

customers in the post-MACH period and beyond”.

New Area Sales Manager

Each WNT catalogue is two years in the making, involving 

numerous revisions and the addition of 6500 brand new 

products making it an indispensable companion for every 

machining specialist.

Given the size of the catalogue, at almost 2000 pages in 

length, ease of use was a vital part of its development. 

WNT has standardised individual sections with the existing 

structure being re-invented to further simplify the clarity 

of the catalogue. Also, as with recent WNT catalogues 

the sheer number and variety of products contained in 

the catalogue has meant that it has been split into two 

volumes. The main catalogue focuses exclusively on 

precision tools for the metal cutting industry, while the 

second volume features products for workpiece clamping. 

Available now
the new WNT Catalogue   

With over 50,000 tools exclusively for metal-cutting 
applications, the new WNT catalogue, launched 
on the 1st June 2016,  is a ‘must-have’ for all your 
machining needs.

Typical of this re-invention and at the heart of the new 

catalogue are the new Toolfinders, which have been 

developed by engineers for engineers and with great 

attention to detail To request your free copy and, to start to 

benefit from WNT’s comprehensive range of products and 

quality tools, call freephone 0800 073 2 073. Of course, 

the full range of products is also available online from the 

WNT online shop at www.wnt.com.
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Accompanied by Renishaw’s Head of Global Additive Manufacturing, Clive 
Martell and Marketing Manager of Renishaw’s Additive Manufacturing 
Products Division, Robin Weston, the visitors were given a tour of the 90,000 
square ft additive manufacturing (AM) facility based on Brooms Road, on the 
Stone Business Park. 

Renishaw’s new Staffordshire site contains fully equipped research and 
development (R&D) facilities and a state-of-the-art additive manufacturing 
lab. It is home to the UK’s first Solutions Centre, set to open in July. The Solutions Centres are 
safe and secure environments where companies that wish to test the capabilities of metal additive 
manufacturing (3D printing) have access to Renishaw’s AM machines, expertise and equipment. 
The global network of Solutions Centres also incorporate Renishaw’s capabilities and expertise in 
precision measurement and process control. 
 
Currently serving as the employment spokesperson in the European Parliament, MEP Anthea McIntyre 
met some of Renishaw’s employees at the Stone site. 

Reflecting on her visit to Renishaw Stone, Anthea McIntyre commented, “As a major British 
exporter, Renishaw is doing incredible things for the employment landscape in the West Midlands. 
The company’s apprenticeship and employee training schemes are excellent examples of what UK 
manufacturers should do to help bridge the skills gap and equip employees with the right skills for 
the future.”

James Selka added, “As the UK’s only manufacturer of metal additive manufacturing machines, 
Renishaw is working with OEMs and industry to help lower the entry barriers to the technology. The 
generous Stone facility is a unique additive manufacturing operation in the UK. It is equipped with 
state-of-the-art R&D facilities, training and lecture rooms, creating the perfect hub for ideas, projects 
and knowledge for the future of the UK’s additive manufacturing industry. It’s great to see a British 
company pushing the boundaries of such an innovative technology that has the potential to change 
manufacturing as we know it.”

West Midlands MEP, Anthea 
McIntyre, visits Renishaw

Global engineering technologies company Renishaw received a visit at its Stone, 
Staffordshire Site from West Midlands MEP, Anthea McIntyre, and Chief Executive 
Officer of The Manufacturing Technologies Association, James Selka.

A Midlands manufacturing apprentice has set himself the ambitious goal to become 
the youngest ever Chartered Management Accountant in the world by the time he 
reaches the age of 22.

www.renishaw.com

www.merchantcain.co.uk

www.itc-ltd.co.uk

Twenty-year-old Tom Meredith may have only joined design engineering 
expert MarchantCain in December 2013 after dropping out of his A-Level 
qualifications, but already he has been appointed to the role of Finance and 
Purchasing Manager and has ambitious plans to complete his CIMA) training 
before he reaches the age of 22. In order to become the youngest ever 
Chartered Management Accountant in the world, it is understood that Tom 
needs to complete his training with at least three years’ experience working 
in an accountancy role for a professional business, something which he will 
have experienced with MarchantCain by the time he reaches his 22nd birthday.

Director of MarchantCain, Pamela Cain, is in no doubt that Tom will reach his ambitious goal. 

Already Tom has cemented his role at MarchantCain, a business which recently expanded its operations 
to Germany. He was influential in his recent role overseeing the purchase and implementation of the 
company’s new Enterprise Resource Planning (ERP) system, and helping to aid adoption throughout 
the company. The project has enabled MarchantCain to strengthen its partnership with Jaguar Land 
Rover, and scale up production to accommodate increases in volume.

Tom’s achievements are an important indication of the benefit of apprenticeships to UK businesses 
struggling to fill skilled vacancies at a time when the Confederation for British Industry has reported 
that 39% of employers are now struggling to recruit workers, with the manufacturing, and engineering 
sectors being particularly hard hit.

On Track For Global Achievement

Marking the anniversary at MACH 2016, ITC unveiled a 

number of promotional deals and also a new technical 

sales manager to continue the sales growth of the 

marquee brand.

The collaboration has proven extremely successful during 

the first year and ITC has committed further resources 

to promoting the technical benefits of the BIG KAISER 

brand by employing Mr Neil Vine. An engineer with an 

accomplished career in the manufacturing sector, Neil 

served his apprenticeship as a mechanical engineer with 

Freudenberg before entering the realm of cutting tools. 

From a tooling manufacturer, Neil moved to the Hoffman 

Group to progress his career. 

Neil spent a proportion of his career working for Walter 

in the UK and Australia before moving to a cutting 

tool distributor as a product specialist supporting the 

BIG KAISER brand. Speaking at MACH 2016 in only 

his second week with ITC, Neil said: “Who wouldn’t 

want to work with the BIG KAISER brand? Its quality 

is unsurpassed. Providing you speak with educated 

engineers, BIG KAISER virtually sells itself. The 

opportunity to work for ITC, supporting the technical 

sales engineers whilst working directly with end users to 

build the BIG KAISER brand in the UK, was something 

too good to miss.”

“If an engineer is using high-quality cutting tools, then 

regardless of supplier, the benefits of changing from one 

to another may be marginal. However, if you can improve 

the concentricity, the precision, the clamping forces and 

rigidity of a tool - the benefits can be massive. This is 

what BIG KAISER brings to the table and its something 

that is often overlooked. My aim is to educate engineers, 

change their perception and deliver unparalleled 

performance improvements,” concludes Mr Vine.

ITC Expands Team With 
BIG KAISER Expertise  
In April 2015, Industrial Tooling Corporation 
(ITC) officially announced that it was the new UK 
re-seller for the BIG KAISER brand of precision 
toolholders, boring tools and accessories. 
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However, Unilathe is a subcontract manufacturer 

that sees the downturn as a small ‘bump in the 

road’ credit to its diversification strategy and more 

importantly its £3 million machine tool investment 

over the last four years.

The investment in two heavy duty mill/turn centres 

from Mazak and WFL have been complimented 

by vertical turning centres from Honor Seiki and 

Doosan. This has improved flexibility, productivity 

and reduced set-ups to improve overall through-

flow. For Unilathe, this investment has enabled the 

company to ride the cost-down demands of the oil 

& gas supply chain whilst improving the productivity 

and lead-times on its large components for the 

aerospace, hydraulics, rail and general engineering 

sectors. 

The 100+ employee business has increased 

capacity by over 20% with its machine investment, 

whilst productivity has also soared. However, like 

any established subcontractor, Unilathe realises 

that machine tools are only one factor in the overall 

picture of a business. To this end, the AS: 9100 

accredited company has employed the expertise 

of TaeguTec to maximise the productivity of its 

machine tools. 

As Unilathe’s Manufacturing Director, Mr Mark 

Oakley comments: “Our work is extremely 

diverse with regard to material type, part size and 

machining process, so we use a wide variety of 

cutting tools from TaeguTec to support our needs. 

We’ve worked with TaeguTec for over 15 years and 

this longstanding relationship is based on excellent 

support and continuous product innovation that 

sees a TaeguTec engineer frequently visit with new 

products to continually improve our productivity 

and processes.”

A glowing reference to this endorsement was the 

market introduction of TaeguTec’s Chase2Hepta 

face milling cutter in 2013. TaeguTec’s Technical 

Sales Engineer, Mr John Handley introduced 

the Chase2Hepta to a troublesome job and the 

consequent success now sees the Chase2Hepta 

designated as the face mill of choice for Unilathe’s 

heavy stock removal demands.

Quantifying the Benefits..

Like many subcontractors producing 1-off’s and 

small batches, quantifying benefits can often 

be difficult. However, Unilathe won a contract 

to produce 150 large carbon steel forged ‘mud 

valves’ for the oil & gas sector that instantly started 

to wear and break inserts on an alternate face-mill. 

The unacceptable performance of this competitor 

cutter gave the Chase2Hepta an opportunity to 

shine.

Running on a Toyoda horizontal machining 

centre with a BT50 spindle, the 100mm diameter 

Chase2Hepta with seven insert pockets and 

double sided inserts offered a 15% reduction in 

cost-per-insert compared to its predecessor. But 

we all know its about performance and not cost!

To this end, the new Chase2Hepta increased 

cutting speed from 190 to 220m/min and the 

spindle speed from 620 to 700rpm. To coincide 

with these parameters, TaeguTec increased the 

feed rate from 800mm/min to 1500mm/min 

whilst retaining the same 3mm depth of cut as 

the previous tool. The result was a cutting time 

reduction of 45% from 26 to 14 minutes for each 

of the four flange faces on the mud valve. This 

recorded a metal removal rate of 309cm3/min 

compared to the previous 167cm3/min. Overall, 

the insert cost saving of £270 and the productivity 

improvement that impacts the chargeable rate of 

the machine tool, delivered a total financial saving 

of £1800  or 43% for this one batch of parts.

On the Rail-Road
To Success

The depression within the oil & gas sector is impacting business 
for subcontractors the length and breadth of the UK.

Above: TaeguTec’s John Handley (left) with Mark Oakley (right)

CONTINUES ON PAGE 16

Rail IDRailID
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Whilst the financial benefit, tool life and productivity 

improvement were instantly realised the 

Chase2Hepta delivered even more. The XNMU 

right hand helical cutting edge insert with a sharp 

positive chip-former in the TT9080 grade also 

improved surface finish, chip flow and reduced 

the vibration and forces on the machine spindle. In 

fact, the spindle monitoring on the Toyoda machine 

recorded the power consumption of the smooth 

cutting TaeguTec Chase2Hepta was 38% during 

heavy cutting whilst the previous tool was drawing 

over 85% spindle power due to its inferior insert 

geometry and cutting action. 

 The Bigger Picture..

Following the successful implementation of the 

Chase2Hepta that was proven on the mud valves 

in 2013, the TaeguTec face mill is now the rough 

machining cutter of choice for the £7.5m turnover 

business. As Mr Mark Oakley continues: “In the last 

couple of years we have successfully applied the 

Chase2Hepta to parts for the rail, aerospace, oil & 

gas and heavy industry sectors. This has included 

components produced from duplex, stainless steel, 

mild steel and various cast materials. For each of 

the material types and machining parameters 

TaeguTec has supplied the inserts for the job. For 

example, we now apply the ML geometry insert 

with TaeguTec’s TT8080 grade to duplex and 

stainless parts and the M geometry TT9080 grade 

to mild steel parts.”

“Regardless of geometry or grade, in every 

instance the Chase2Hepta has reduced cycle 

times, tooling costs, spindle stress and vibration 

whilst simultaneously improving component 

quality, consistency and surface finishes. The 

Chase2Hepta is undoubtedly the preferred face 

mill for our 45 degree milling needs. The success 

of this tool has been replicated with other tools 

on alternate machines and TaeguTec are making 

a significant contribution to our productivity and 

tooling cost reductions.”

The remarkable success of the Chase2Hepta 

at Unilathe has been paralleled with the 

implementation of other TaeguTec tools such as 

the ChaseMold and ChaseBall. The combined 

success of these tools has contributed to Unilathe 

reducing its average monthly tooling consumption 

from £35,000 to £25,000. 

The Next Step..  

As with any subcontract company, Unilathe 

will continually aim to reduce tooling costs and 

consumption through implementing new tooling 

innovations that simultaneously improve the 

productivity of its machine tool investments. To 

support Unilathe on this journey, TaeguTec is now 

looking to trial the new ChaseHepta milling cutter 

that has just been launched. As TaeguTec’s John 

Handley comments: “The Chase2Hepta was 

developed for robust, heavy duty machine tools 

with high stock removal rates and the economic 

benefits of double sided inserts. Whilst this has 

been remarkably successful on BT50 machines, 

the new ChaseHepta is a brand new innovation 

that aims to bring these benefits to lower powered, 

less robust platforms. This makes the new tool 

suitable for BT40 spindle configurations and also 

reducing cutting forces on unstable, thin walled 

components. This will be delivered through a 

new cutter body design and a single seven sided 

positive insert geometry, which will undoubtedly 

help Unilathe to continue reducing its tooling costs 

as we move into 2016.”

TaeguTec UK Ltd

Tel: 01937 589828

Web: www.taegutec.com
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The latest bevelling machines from TRUMPF are 

still based on the chipping principle developed by 

Professor Berthold Leibinger way back in 1963. 

The reason for this is that the process still offers 

several essential advantages. For instance, it is 

economical and guarantees uniform, oxide-free, 

bright metal surfaces, without sparks and with 

recyclable scrap.

There are many industries that see high quality, 

reliable welded joints as the foundation for their 

work and products. Steel and metal engineering, 

marine and vehicle construction are among them, 

as are manufacturers of ‘hazmat’ containers 

and tanks. Essential here is achieving joints of 

the highest possible strength and alignment, 

an ambition that not only requires fully qualified 

welders, but perfectly prepared edges, too.  

For half a century, bevellers have proved the right 

tool for this kind of work. Such machines are not 

only able to prepare straight edges in a single 

operation, but also sheet metal patterns exhibiting 

outside radii or inner contours. Tubes and small 

workpieces can also be processed with ease.

The principal offer from TRUMPF is the TruTool 

TKF series of bevellers. Here, smaller models 

such as the TruTool TKF 700 weigh just 5.4 kg, 

which provides the advantage that they are not 

exclusively for shop use, but are portable and can 

be used away from the factory at a customer’s site, 

for example. 

The TruTool TKF 700 can be used to prepare edges 

on sheet metal up to 20 mm thick in the vertical or 

horizontal position, or even overhead. It can either 

be guided by hand or mounted on a workstation 

for static use. The unit requires no extra tools to 

adjust the bevel height and sheet thickness, and 

comes with fixed angle cutter mounts that help 

users produce bevel angles of 30°, 37.5° or 45° 

to suit their specific welding requirements. A quick-

release lock allows three defined directions for tool 

carrier setting.

With the TruTool TKF 700, users can prepare pipe 

with a minimum inside diameter of 80 mm, while 

bevels can be produced inside cut-outs starting 

at 90 mm diameter, and curved edges with a 

minimum radius of 40 mm.

For those thinking they can perform the same task 

using an angle grinder, think again. Angle grinders 

do not represent a real alternative to bevellers 

since the quality of the edge is unpredictable and 

thermal effects preclude bright cutting edges. This 

makes retouching necessary along with all the 

associated issues of time and cost. Furthermore, 

the advancing speed of angle grinders is relatively 

slow and the short service life of grinding disks can 

trigger high labour costs and operating expenses. 

All that is relegated to the history books when 

using a beveller from TRUMPF. Every model in the 

range – from the TruTool TKF 700 to the TKF 1100 

and 1500, and up to the TruTool TKF 2000 – chips 

away the material in a uniform manner. This not 

only makes for minimum surface roughness, but 

the cut is metallically bright and free of oxides, thus 

delivering perfect conditions for welding without 

reworking. 

The largest TruTool TKF 2000 is used primarily for 

stationary work. It is available with or without a 

forward feed, but in both cases, high quality bevels 

can be created in mild steel or aluminium sheet 

measuring between 10 and 50 mm thick. The 

forward feed drive will be of special interest to users 

who principally work long, straight edges. Once it 

has been positioned, the TKF 2000 automatically 

advances along the edge of the metal at a pre-

set travel speed of up to 1.4 m/min. The machine 

offers vibration-free operation with minimal effort. 

In short, the bevelling process is not only fast and 

economical, it is also very precise and produces 

high quality edges. The cutters have two cutting 

edges, and can be re-ground numerous times. 

What’s more, using the quick-release fastener 

means it can be replaced in a snap.

To sum up, TRUMPF bevellers have long proven 

themselves in industries where fast, reliable welding 

preparation is an essential part of operations. 

TruTool TKF series machines are used on flat sheet, 

pipe and tubing applications to produce clean, 

even, oxide-free, metallically clean K, V, X and Y 

edges.

HIGH QUALITY EDGE PREPARATION FOR 

WELDING SEAMS
Although bevelling is mature technology – the first TRUMPF beveller was launched 

over 50 years ago – there remains continued demand from industry for technology 

that is able to provide high quality edge preparation for welding seams. 

TRUMPF Ltd.

Tel. 01582 725335

Web: www.uk.trumpf.com

The Welding World Awards took place on Wednesday 

13th April 2016 at the Hilton Metropole in Birmingham, 

Westermans International were finalists and were 

preparing for a great evening ahead. 

For further information visit:

www.westermans.com 

However no one predicted the result - 

Peter Westerman receiving the Lifetime 

Achievement Award for his services to the 

welding industry in a career spanning over 

50 years.

Founded in the early 1960’s by Peter, 

Westermans International, a Welding 

Supplies company from a Leicester city 

centre showroom, naturally progressed into 

the market of second hand and refurbished 

Welding machinery & Plasma cutting 

equipment.

Today they have a 30,000 st ft facility in Groby, 

Leicesteshire of modern offices, warehouses 

and workshop and is proud of the reputation 

Peter Westerman Wins
Lifetime Achievement Award! 

for supplying quality and exceptionally reliable 

welding equipment globally. With dedicated 

showrooms for the expanding range of 

new machines, large operational areas and 

modern offices, they continue to provide the 

widest choice of New and Used equipment. 

Unrestricted by any particular brand name, 

their stock is vast and plentiful setting them 

apart from the rest. Some obscure plus all the 

leading Welding manufacturers machinery is for 

sale.  Westermans also hire welding machines, 

cutting equipment, positional machinery and 

stock welding spares.
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“That was until the UK’s recent machine tool 

technology platform, MACH 2016, when everything 

changed.”

“We are delighted to have secured multiple orders, 

which are always a bonus, as the priority at trade 

shows is to plant seeds for future business.”

He added that the number of attendees with 

authority to purchase was excellent, certainly 

during the middle three days, and interest was 

shown across all KASTO product ranges. 

Existing and new customers gathered to see 

demonstrations of automatic and semi-automatic 

band and circular saws for the workshop, high-

productivity KASTOtec bandsaws designed for 

cutting tough alloys with a carbide blade, and 

KASTOwin bandsaws capable of using either a 

carbide or bimetal blade for sawing a wide variety 

of materials, especially steels.

Star of the show was the patent-pending, 

upstroking KASTOwin tube A 5.0, which made 

its UK debut. A lot of interest was shown in the 

machine’s ability to saw pipe and tube efficiently 

using a carbide blade cutting from the bottom 

upwards. The action avoids the risk of damaging 

the teeth, which can easily occur when cutting 

downwards into the nest of swarf that collects 

inside the bottom of a tube.

Mr Wagner reported some rapid cycle times. 

Ovako alloy steel tube, 16MnCr5-1.7131, 254 mm 

OD, 180 mm ID, 255 cm2 total sawn area was 

initially processed at the recommended speed 

of three minutes per cut. However for exhibition 

purposes, the upfeed was greatly increased to 350 

mm/min, allowing the same stock to be cut in less 

than one minute.

Part of the reason for the speed of the KASTOwin 

tube saw is the KASTOrespond feature built into 

the machine’s CNC system. The adaptive control 

feature is shared by five downstroking bar saws in 

the range, including the smallest A3.3 model with 

a maximum cutting capacity of 330 mm diameter, 

which was demonstrated on the stand at MACH.

KASTOrespond automatically records the force on 

the band and an algorithm continually varies the 

feed rate within milliseconds so that the force on 

the carbide or bimetal blade is maintained at a 

constant, optimised value. 

The result is constant chip load per tooth (fz), 

taking into account the material width being cut at 

all points in the cycle, its hardness and toughness, 

blade type and condition, band deviation and 

power drawn from the drive. It leads to the fastest 

possible cycle times as well as long blade life 

through minimisation of vibration.

All KASTO saws are available for viewing and test 

cutting at the company’s UK headquarters and 

showroom in Milton Keynes. A similar service will 

soon be available in Sheffield at the company’s 

new Northern showroom, which is due to open in 

May.

Mr Wagner concluded optimistically, “We know that 

once prospective customers visit our showroom 

and work hands-on with any of our sawing 

machines, more often than not they buy one.

“Our sales success rate of far than greater than 

50 per cent is down to potential users being able 

to see and experience the real differences with 

KASTO technology and how that leads to lowest 

cost per cut.”

UK manufacturing

“Alive and well”
Immediately following the MACH show in Birmingham, Ernst Wagner, managing director of KASTO’s 

subsidiary in Milton Keynes commented, “The end of 2015 was superb for sales of our sawing machines 

and storage systems, but the start of this year was uncharacteristically subdued.”

www.kasto.com
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The company launched the first model from the 

new line up - the KF2114 in 2014 - with a 2,100mm 

plate width capacity, Oxy and Plasma fuel cutting 

capability and single machining head with 14 tools 

for drilling, tapping, countersinking, marking and 

milling operations. 

KALTENBACH have now added three new models 

to complete the family, the KF1614, KF2614 and 

KF3114, with plate width capacities of 1.6m, 2.6m 

and 3.1m respectively, combined with a 6m length 

capacity as standard.

All models in the new KF range are designed for 

high productivity throughput of cut and machined 

plate components for industries such as Structural 

Fabrication, Heavy Engineering, Yellow Goods and 

Steel Service Centres.

The KALTENBACH KF machines work via an infeed 

gripper system, which clamps and controls the 

feed of the material through the solid portal frame 

of the machine itself. The gripper unit controls the 

plate from both the side and the rear, maintaining 

a high degree of control and accuracy and is 

mounted on a heavy duty linear drive system with 

servo control. 

All machines are able to process materials up to 

100mm thick and are equipped with a 14 tool, 

single head as standard. An optional second head 

can be added, again with 14 tools and working 

in synchronisation with the first to significantly 

increase the output capability. Both heads can 

be equipped with Oxy and Plasma fuel cutting 

capability, with the option of either 260 or 400 Amp 

Plasma sources. Common Line cutting is included 

as a standard feature, reducing waste material for 

parts with common edge geometry.

Designed with the latest processing technologies 

in mind, the new KF series are also all fully capable 

of Milling functionality. The portal frame, spindle 

mounting and drive are specifically designed for 

carrying out milling work, with a powerful 34.5kW 

drive motor on each spindle providing the speed 

and torque required for milling slots, pockets, 

shapes and holes where flame cutting or drilling are 

not possible. The increased capacity tool changer 

permits a greater range of tooling to be retained 

in the machine, whilst the optional clamping roller 

ensures that the material is securely pressed 

against the machine bed, in order to reduce 

vibration and unwanted material movement.

Good pieces are removed from the machine after 

cutting via a tilting discharge table which supports 

and lowers the parts away from the parent plate 

and tilts to eject them to either a collection bin 

below or to a conveyor system. An outfeed roller 

conveyor is also available to support the material 

skeleton as it emerges from the cutting area.

Machine control is via a user friendly, Windows™ 

based, touch-screen system for program 

execution and machine operation, supported 

by the well renowned Lantek ‘Expert II Cut Plus’ 

software package for nesting, design and data 

import, with ‘Expert III’ for extended functionality 

and data feedback. 

The new KALTENBACH KF series are available 

with a wealth of options to suit a wide range 

of customer requirements, including marking 

functions, extended materials handling capabilities 

and software add-ons for workshop organisation 

and offline programming.

KALTENBACH UNVEIL
NEW PLATE CENTRE LINE-UP

The KALTENBACH Group of companies have recently announced the launch of 

a new series of their highly successful ‘KF’ Processing Centres for Steel Plate.

Kaltenbach Ltd

Tel 01234 213201

Web www.kaltenbach.com
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Now boasting more than 80 member companies, 

this partnership between industry and academia 

has become a model for research centres 

worldwide.

Since 2013, the AMRC has targeted the 

development of a Grinding Centre of Excellence 

to complement the existing milling and turning 

capabilities that have been established within the 

Machining Group. As grinding and surface finishing 

operations can account for 20-25 per cent of the 

cost on all machining operations, the Grinding 

Centre of Excellence’s vision is to extend and 

enhance its capability, both in terms of equipment 

and resource, to a level required by the existing 

partnership. 

A major advancement in the AMRC Grinding 

Centre of Excellence’s development is the recent 

installation of a cutting-edge Studer S41 CNC 

universal cylindrical grinding machine.

Advanced Manufacturing Research Centre with 

Boeing technical fellow, Dr David Curtis explained. 

“Previously grinding has mainly been regarded as a 

means of machining for final dimensional accuracy 

and of achieving the workpiece’s required surface 

finish. Although, thanks to recently developed 

techniques which greatly increase material removal 

rates, this perception is rapidly changing.

“The AMRC with Boeing’s grinding and surface 

finishing team have the capabilities and expertise 

to improve performance and quality across the 

range of grinding operations, with a particular 

focus on aerospace components. Process areas 

include cylindrical grinding, surface and profile 

grinding, multi-task grinding, hybrid grinding, gear 

grinding and mass finishing. Our current grinding 

related research areas include - cost modelling, 

environmental impact, hardware / applications 

development, process optimisation, process 

control as well as training and support functions. 

In addition our studies involve coolant, wheel 

technology and wheel dressing. 

“To aid our research in these areas and to further 

enhance our grinding capabilities we began a 

search for a high-end cylindrical grinding platform 

in 2015. Having considered a couple of options, a 

visit to the HQ of Studer, part of United Grinding, in 

Switzerland and a very successful demonstration 

of a Studer S41 CNC universal cylindrical grinding 

machine, convinced us that the Studer S41 was 

the answer to our needs.

“In addition to boasting a higher level of stability 

and precision than the alternatives we looked at, 

the Studer S41’s multiple wheel-head capacity 

and overall flexibility, allowed it to cover the vast 

majority of our demanding needs.

“To enable our new Studer S41 to not only 

accommodate all current workpieces, but also any 

larger, future work, we ordered the machine with 

an increased centre height of 325mm, allowing a 

swing of 650mm. We also specified the inclusion of 

high-speed grinding, thread grinding, out-of-round 

grinding, as well as a special high-pressure coolant 

system that is suitable for use with emulsion and 

neat-oil. The target was to specify a machine tool 

platform with research flexibility as well the ability 

to engage with a range of industrial applications.

“Our Studer S41 is now actively engaged in a 

number of important projects including research into the grindabilityof materials 

and the study of automated process control for aerospace applications. Also, 

rather than users relying on the data supplied by the manufacturers of grinding 

wheels, we are currently looking to develop a standard wheel test to allow all 

grinding wheels to be benchmarked against each other. So far, although some 

other wheels have delivered good results, we have been particularly impressed 

with the high stock removal rates delivered by 3M’s Cubitron grinding wheels.

“As United Grinding has become a Tier 1 Partner with the AMRC, our Studer 

S41 is also occasionally used as a demonstration resource for prospective 

Studer customers.”

The S41 is based on a Granitan® S103 machine bed due to the advanced 

material’s excellent damping characteristics and favourable thermal behaviour. 

The large distance between the S41’s guideways and its rigidly constructed 

slides, provide further precision.

The advanced machine boasts a wide range of advanced technical features, 

such as high-precision axis drives with linear motors, extremely fast direct 

drive of the B-axis and a large selection of wheelhead variants, it also features 

Studer’s revolutionary StuderGuide® guide-way system.

Thanks to a standard centre height of 225 or 275 mm and a distance between 

centres of 1000 or 1600 mm, this latest generation CNC universal cylindrical 

grinding machine is able to efficiently undertake the vast majority of daily 

grinding tasks. The S41 can also be configured as a single-purpose machine 

for large batch production use. 

The S41’s impressive speed and precision capability is the result of the perfect 

interaction between a large number of different factors. All of the machine’s 

modules are ideally suited to each other and produced with customary Studer 

precision, whilst components involved in defining precision are temperature-

stabilised. 

The use of intuitive StuderWIN user interface and the advanced StuderGRIND 

software module create a stable programming environment for the operator 

and further contribute to the machine’s efficiency. A PC is integrated into the 

CNC control providing the ability to integrate in-process gauging and sensor 

technology for process monitoring. In addition contact detection and automatic 

balancing systems in the control enable standardized programming of the 

different systems. Software for an internal loading system is also integrated 

in the control.

Universal Cylindrical Grinding 
Machine Installed In AMRC

The University of Sheffield Advanced Manufacturing Research Centre (AMRC) 

with Boeing is a world-class centre for advanced machining and materials 

research for aerospace and other high-value manufacturing sectors.

Micronz LTD 

Tel :  01352 75 88 40                  

Web: www.micronz.co.uk
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International legislation requires vehicle 

manufacturers to improve the efficiency of their 

engines in order to decrease fuel consumption 

and minimise the production of pollutants. One 

way to achieve this is to increase the pressure 

of the engine’s fuel injection system so that the 

liquid hydrocarbon is more finely atomised in the 

cylinders. 

In the 1.5-litre petrol and diesel engine options that 

power the Ford Focus, for example, the fuel delivery 

pressure is 180 bar, while in the next generation of 

vehicles it will exceed 200 bar. Contrast this with 

the norm in the automotive industry of less than 10 

bar a few decades ago.

Integrity of a fuel injection system is essential 

to withstand the high pressures. So Unipart 

Powertrain Applications (until March 2015 called 

Unipart Eberspächer) ensures that every stainless 

steel fuel rail it manufactures for the Ford Focus 

engine passes leak-testing at its Coventry factory. 

This is carried out at 200 bar using air and then 180 

bar with helium, which is more searching due to 

the smaller molecule size. Periodic flush testing of 

rails and daily sectioning of a random brazed joint 

followed by inspection through a microscope are 

also performed.

One measure that is taken to ensure fault-free 

production is to wash the delivered components in 

an automated, multi-stage, ultrasonic cleaning line 

supplied by Turbex. It promotes the subsequent 

production of consistently good brazed copper 

joints, without any porosity at the relevant 

pressures.

Simon Stowe, project planning engineer at Unipart 

commented, “Every element of the fuel rails, 

apart from the non-critical cast mounting legs, is 

processed through the Turbex line.

“In the past, we did not wash any fuel rail parts 

on-site but relied on our suppliers to guarantee 

their cleanliness. This worked satisfactorily and we 

always met the quality standards laid down by our 

customers. 

“However, Unipart management took the decision 

to bring control of cleaning in-house, as systems 

carrying pressurised fuel are safety-critical and 

specifications are becoming increasingly stringent.”

Another factor in the decision was the possibility of 

contaminating the brazing furnace if oil, lubricant 

or particulates are on the surface of components. 

This could compromise the integrity of the copper-

brazed joints of the rail assembles and perhaps 

necessitate expensive stripping down of the 

furnace. Any risk of scrappage or system downtime 

is unacceptable, especially with manufacturing 

volumes for the Ford 1.5-litre engines alone, 

currently around 4,500 per week, predicted to rise 

to 8,500 per week by the end of this year.

When Unipart took the decision to install in-house 

cleaning, Turbex was the front-runner as it was 

already an approved supplier. One of its AC-

series of front-loading spray washing machines 

has been in use at the Coventry factory for more 

than a decade and is currently employed mainly 

for cleaning kanban boxes. A couple of other 

potential industrial washing equipment providers 

were considered, but Mr Stowe and his team saw 

no reason to change, from either a technology or 

cost standpoint.

Initially, a small Turbex ultrasonic bath was rented 

to develop the process for cleaning the Ford fuel 

rail components. The machine was later purchased 

to provide a permanent on-site facility for further 

development projects.

The latest Turbex five-stage cleaning line was 

originally ordered as a manually operated facility, 

whereby baskets of components are moved 

along an overhead gantry and lowered by hand 

into each tank in succession. However, Mr Stowe 

quickly realised that an automated system would 

be preferable in view of the rising volumes of rails, 

so asked Turbex to amend the order accordingly.

Virtually all of the stainless steel parts are 

processed, including the main rail, injector cup 

and tube, collars, inlets and end plugs. They are 

washed in Kanban batches and the carriers can 

accommodate a pair of baskets one above the 

other, so two different component types may be 

handled simultaneously.

Mr Stowe has programmed the line to complete 

the cleaning and drying cycle in 10 minutes. The 

versatility of the line is such that up to five carriers, 

each holding one or two baskets of components, 

can be in the system at the same time for 

simultaneous processing, allowing the high and 

increasing volumes of fuel rail components to be 

accommodated.

UNIPART
AUTOMATES CLEANING

Multi-stage, ultrasonic equipment from Turbex prepares 
fuel delivery system parts for brazing

Turbex Limited    

Tel: 01420 544909.  

Web: www.turbex.co.uk

Cleaning IDCleaningID
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MACH REVIEW
VISITOR NUMBERS UP 10% ON 2014

Between 11th and 15th April 25,627 people visited 

MACH 2016 at the NEC, this is an increase of almost 

10% on MACH 2014. James Selka CEO of the MTA 

which organises the exhibition on behalf of the industry 

said: “We are in buoyant mood after the show. There 

was a real buzz around the Halls during MACH and all 

the effort our exhibitors put in to making the show the 

spectacular showcase it was have been worthwhile. It 

was fantastic to see so many people passing through 

the NEC, many visiting more than once, creating a real celebration of the UK’s 

advanced manufacturing technologies sectors.”

James Fudge Head of Events, said “10% growth on 2014 is real testament to 

all the hard work everyone involved in MACH put in and a great reflection of 

the UK advanced manufacturing and engineering industry. We’re so pleased 

that so many exhibitors have already reserved their stands for the 2018 edition 

of the exhibition and we’ll continue to innovate to ensure that MACH retains its 

position as the UK’s premier manufacturing showcase.”

This strategy has seen the Tamworth company 

increase its factory size by 50%, add both Rollomatic 

and GSE grinding centres, launch a new website, 

introduce new product lines through a new re-seller 

agreement with BIG KAISER and also expand the 

Widia offering. Even when the ITC team were busy 

working the MACH show, the MD was scouring the 

halls for new technology.

The result of ITC Managing Director, Mr Peter Graves 

treading the boards at MACH was the purchase 

of the company’s latest machine, a GSE HMT S-15 

automated rod cutting machine. The latest machine 

was purchased to respond to ever increasing batch 

sizes of special, standard and stocked ranges of 

ITC products. Whilst achieving this, the new GSE 

machine also provides improved efficiencies with 

its ‘full automation’ mode that will permit lights-out 

processing of carbide rods.

Commenting upon the latest addition to the ever 

growing plant list, ITC’s Production Manager, Mr Kevin 

Ford says: “Whilst we buy a lot of our carbide rod 

already cut to length for standard product ranges; a 

lot of special and bespoke tools are required in non-

standard lengths. Cutting each carbide blank takes 

anything up to 5-6 minutes and we presently have 

an operator continuously cutting carbide rod on our 

existing semi-automatic machine. The new GSE HMT 

S-15 will automate the process and free-up time for 

our operator to take on new, less repetitive tasks.”

“Depending upon rod 

diameter, the new machine 

is capable of cutting anything 

from 3 to 40mm diameter, 

500mm long rods completely 

unmanned. This will allow 

us to process special tool 

lengths in batches of UP to 

1000+ tools lights-out. This 

can have a huge impact by 

reducing the time it takes the tools to get to the first 

production operation, and by eliminating a bottleneck  

it enables us to manufacture special tools in an even 

quicker lead time than we do at present. In addition, 

the machine can be used in manual and automatic 

mode. This provides the facility to rapidly cut small tool 

quantities with no time consuming set-up processes,” 

continues Mr Ford.

Commenting on the investment, ITC’s Managing 

Director, Mr Graves says: “Our investment in the very 

latest technology has long been a continuous process. 

However, with our rapid growth strategy we have to 

look at removing any and all bottlenecks that may arise 

in our business. At present, the increasing demand for 

special products has created a bottleneck with blank 

cutting and the GSE machine will eliminate this issue 

when it is installed.”

ITC Continues Its Investment Drive at MACH 2016
Over the last twelve months Industrial Tooling Corporation (ITC) Ltd has been following an 
aggressive growth strategy.

Bridgeforth Engineering has placed a 
significant two-machine order on the T W 
Ward CNC Machinery (Ward CNC) stand at 
MACH 2016.

www.itc-ltd.co.uk www.wardcnc.com

The new machines represent a key element in 

Bridgeforth’s £4 million investment plan (which 

began prior to the oil and gas downturn) to re-align 

its business into a single-source supply operation 

involving materials supply, heat treatment, welding, 

machining and coating.

 

A strategic part of the Scotland-based company’s 

planned move to Deans Industrial Estate from 

Inverkeithing by the end of June 2016, when 

the Hyundai-Wia KBN 135CL and Hartford PBM 

115A horizontal boring and milling machines will 

be installed, chairman Sandy Seymour said: “We 

are countering the effects of the oil industry by 

providing an added-value service taking in sectors 

such as nuclear, defence and the rail industry.”

 

The order placed at the show by Mr Seymour, 

as well as Bridgeforth Engineering industrial 

engineers George Tullis and Billy Anderson, 

follows the company’s experience with three 

previous Hyundai-Wia machine installations and 

the ongoing relationship and support that Ward 

CNC has provided.

WARD SECURES LARGE-CAPACITY 
TWO-MACHINE ORDER AT MACH 2016

The industry specific solutions, the new Unibase vending system, the unique 

additive manufactured products and the new Tritan Drill were all reasons that 

pulled a high number of visitors to the stand.

Reflecting upon what was an outstanding event, Mapal’s Managing Director, 

Mr Wayne Whitehouse said: “On reflection of MACH, the show was excellent 

for both existing customer and new enquiries. It allowed us to demonstrate our 

ever expanding product portfolio, which we expect will significantly increase our 

customer base. With our technical experts explaining the benefits of the new 

product lines at MACH to new and existing customers, we are confident the 

product advantages will benefit all those who visited our stand.”   “In addition, 

the show also gave us the opportunity to network with other exhibitors of 

which, many are both customers & suppliers. We had a lot of interest in our 

Mapal Unibase vending system & our new Additive manufactured product lines. 

Furthermore, our new Tritan Drill was very popular with customers aiming to 

extend tool life whilst lowering machining costs. “

The Mapal Stand at MACH incorporated industry specific displays that attracted 

customers to Mapal’s solution based products that are extremely popular 

among leading OEM’s in the aerospace and automotive sectors. Aside from 

these visually impacting displays, Mapal had significant interest in its Unibase 

vending solution. Whereas other systems operate with individual controllers for 

each drawer, Mapal has developed a common controller for all drawers. This 

makes it possible to easily and cost-effectively implement drawer dividers in 

different heights. This applies also to individual tool dispensing, offering a cost-

effective system.

With regard to the standard product lines, Mapal launched a multitude of 

innovations at EMO last autumn and these were on show in the UK for the 

first time at MACH 2016. One key product making its MACH debut was the 

new solid carbide Tritan-Drill. The three-fluted Tritan-Drill provides extended tool 

life, higher feed rates, improved cutting performance and reduced tooling costs 

when compared to two-fluted alternatives.  Additionally, the three-fluted design 

significantly improves hole concentricity as the drill is self-centring. The test 

conditions of this drill have returned huge tool life and cycle time improvements 

and with technical experts highlighting the benefits at MACH, the crowds 

were very interested in trying this new drill.  Alongside the Tritan-Drill was the 

impressive new QTD indexable insert drill. 
 

Mapal also introduced a new series of narrow contour hydraulic chucks that 

are also produced by additive manufacturing. By using additive manufacturing, 

the High Torque Chuck (HTC) range is offered without the need for an internal 

membrane sleeve, thus eliminating sleeves and consequent set-ups whilst 

providing an extremely narrow contour.

Mapal Enquiries Take-Off at MACH 2016

Mapal had an exceptionally successful MACH exhibition with lead 
generation from the aerospace and automotive sectors reflecting the 
industry targeting design of the stand at the show.

www.mapal.com)
www.mitsubishicarbide.com

With every product on the stand making its MACH 

debut, there was plenty of innovation on show from the 

leading cutting tool manufacturer.

Meticulously planning its promotional opportunities 

in the build up to MACH, the Japanese cutting tool 

specialist offered an exclusive ‘MACH only’ deal that 

provided show visitors an opportunity to try out the new Miracle Sigma Series with 

a mouth-watering discount offer. Mitsubishi’s new Miracle Sigma line is a range 

of tools that utilises the latest PVD technology and combines this coating with 

groundbreaking geometry innovations. 

The special discount promotion returned a huge uptake in enticing visitors to try 

out the Miracle Sigma multi-function milling tools. This offer included the AJX and 

APX Series of 16, 20, 25 and 32mm diameter indexable insert end mills and the 

ASX400 and ASX445 Series of 50, 63 and 80mm diameter face mills with a pack 

of corresponding inserts. The result of this unmissable offer was the sale of over 60 

milling sets to new customers with existing customers also taking advantage of the 

promotion.

With an extremely busy stand throughout the week, Mitsubishi provided existing 

customers with pre-organised lunch invites where end users could take advantage 

of the end mill promotion and see the latest product ranges whilst enjoying a break 

from the hustle and bustle of the isles. Commenting upon the success of MACH, 

Mitsubishi Materials UK General Manager, Mr Tom Jones says: “We had well over 

600 visitors on our stand through the week and this yielded a huge amount of high 

quality leads for our sales team. However, MACH was not all about winning new 

customers but also catering for existing customers. For the existing customers and 

distributors, we sent-out exclusive MACH vouchers in the build-up to the show. This 

exclusive offer was hugely successful among customers whilst it also incentivised 

distributors.”

The combination of new customer, existing customer and distributor special 

promotional offers resulted in the overall sale of well over 100 milling kits whilst 

the opportunity to network and meet new engineers was invaluable. As Mr Jones 

concludes: “After 16 years away from the UK’s showpiece event, our return to 

MACH was a great opportunity to introduce new product ranges and also get our 

engineers in front of a large audience to demonstrate the benefits of our extensive 

product lines. The immediate sales and the potential for sales as we move forward 

will undoubtedly make MACH a worthwhile event. In addition, using a show like 

MACH for networking, product launches, promotions and even driving the brand 

into the market through our 3500 branded show giveaways was a very worthwhile 

exercise.”

Mitsubishi Materials Meticulously Plans Route 
to Successful MACH

Making its first appearance at MACH since the turn of the millennium, 
Mitsubishi Materials was ecstatic with the response it received for its 
new product innovations and promotional tooling ranges at the UK’s 
showpiece event.

MACH REVIEWMACH REVIEW
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Aligning perfectly with the Starrag Group’s philosophy 

of ‘Engineering precisely what you value’, the new trio 

of Focus machines   have been specifically designed 

for general sub-contract applications and for use by 

supply chain partners to OEMs in industries such as 

automotive. Visitors to the show were queuing to learn 

about the benefits of the machines:

• Throughput increases of up to 10 per cent 

through reduced machining times;

• Energy cost savings of up to 20 per cent via Blue 

Competence policies; and

• [Up to 10 per cent savings in service and tool 

costs.
 

The new three-machine line – the HEC 400 F, 500 F and 

630 F – utilise the same tried and tested construction 

principles and main components that have proved so 

successful on the Heckert HEC 400D, HEC 500D and 

HEC 630D machines. 

 

But, importantly, Heckert has now streamlined 

certain machine features, and worked closely with its 

suppliers, to produce a range of machines that will 

appeal to the budgets of companies of every size while 

MACH VISITORS FOCUS ON STARRAG’S NEW
HECKERT HORIZONTAL MACHINING CENTRES

The announcement of a new range of “very flexible and cost-efficient” horizontal machining 
centres from Heckert drew the crowds to the Starrag UK stand at MACH, along with the display 
of a Heckert HEC 500 D U5 MT horizontal machining centre that was ‘dry cutting’ components to 
demonstrate its ability for effective and efficient single set-up production embracing turning as 
well as milling and drilling. 

By enhancing a range of traditional tool manufacturing and regrinding 
machines with its first CNC tool grinder - a Walter Helitronic Basic 
– AA Tools has made a massive strategic step towards gaining new 
business from new markets. And its ambitions to succeed in industry 
sectors that include aerospace and medical have says Chris Birt, 
business development director at the Sheffield-based company, also 
received another fillip from exhibiting at the recent MACH exhibition.

The need to further improve competitiveness with the advantage of shorter machining 
cycles on smaller and often high accuracy turn-milled parts, drew HPC Services once 
again to the Citizen Machinery stand at MACH 2016 to conclude an order for its 11th 
Citizen Cincom CNC sliding head machine.

also satisfying demands for consistent, high-quality 

and cost-effective machining.
 

Based on the world-proven HEC construction platform 

of mineral-cast or cast iron build and thermo-tolerant 

design principles, the Focus machines feature a 

smaller control cabinet (housing Fanuc 0i MF as 

standard; Siemens Sinumerik 840D as an option) and 

shorter chip conveyor, for example, to create a very 

compact machine. 
 

Also, 32.4 kW spindles from WEISS (a Siemens 

company) are employed – producing 18,000 revs/

min and 67 Nm torque, ideal for aluminium cutting, 

on models HEC 400 F and 500 F; and 10,000 revs/

min with 350 Nm of torque for heavier-duty, cast iron 

cutting, on the HEC 630 F model. Spindle options for 

increased torque to 130 Nm will be available on the 

HEC 400 F and HEC 500 F machines. 
 

A 40-tool chain-type automatic toolchanger (HSK A63 

as standard on the HEC 400, 500 and 630 F models) 

is standard across all three machines, with options for 

60- and 80-tool types. In combination with HSK A100 

on the HEC 630 F is a 30-tool chain-type magazine as 

standard (45- or 60-tool optional).

  The machine designations reflect pallet sizes: 400 

mm by 500 mm (capable of accommodating work 

weighing 500 kgs) on the HEC 400 F; 500 mm by 630 

mm (600 kgs) on the HEC 500 F; and 500 mm by 630 

mm (800 kgs) on the HEC 630 F. X, Y and Z axis travels 

across the trio are, respectively, 650 mm by 650 mm 

by 680 mm, 750 mm by 750 mm by 725 mm and 850 

mm by 750 mm by 850 mm.

 

The machines can also be ‘automated’ by, for instance, 

the use of robot loaders, gantry systems, plus 12- and 

24-pallet systems to allow the creation of integrated 

flexible manufacturing systems – thus providing even 

more potential for consistently high-quality machining 

at cost-competitive rates.

www.starrag.com

www.walter-machines.comwww.citizenmachinery.co.uk

Said Managing Director Paul Cobb: “We have excellent 

opportunities to produce smaller parts and the Citizen 

L12-VII gives us the best combination of speed, 

accuracy, flexibility and access for fast changeovers.   

Also, with the ability to quickly switch from guide bush 

for long slender work to non-guide bush, the new 

machine will create even greater savings on shorter 

work.”

Reflecting on the show, Citizen Machinery UK’s 

Managing Director Geoff Bryant said: “We found the 

exhibition exceeded our expectations with visitor 

intent and customers planning investment for the short 

term which created five orders for Citizen and Miyano 

machines from the stand. However, we left the show 

with an ongoing order potential that is very positive.   

Customers are now seriously considering purchases 

from the recent additions to our machine range which 

would ideally suit their production needs in the medium 

term.  This has certainly given our sales and application 

teams a host of projects to work on.”

Mr Cobb’s decision, finalised on the first morning of 

the show, will add the 5-axis L12-VII to the nine 32 

mm capacity and one 20mm L20 Citizen machines 

installed at IIkeston factory.  He said: “Around 20 per 

cent of our current work will suit this machine and 

with its level of versatility we should be able to slash 

by up to half existing 

cycle times already 

proven on our larger 

capacity machines.”   

He then added: “Most 

important for us, is 

that it will increase our 

competitiveness when quoting for smaller diameter 

work.”

He plans to take maximum advantage of its minimal 

idle time for positioning and overlapping cycles and 

with the 15,000 revs/min high speed spindle and 

10,000 revs/min available on both the sub-spindle 

and driven tools, he reckons he can maximise the 

performance from the tooling held in the machine’s 27 

available positions.

HPC EXPANDS CAPACITY FROM ITS 10 CITIZEN 32 AND 20 MM MACHINE 
SIZES, AND ORDERS THE LATEST CINCOM L12 AT MACH 2016

“MACH proved the ideal venue to showcase our new-look tool manufacturing and 

regrinding capabilities to not only a wide range of visitors but also to fellow exhibitors 

interested in utilising our CNC tool grinding capacity,” he adds. “Indeed, if only 10 

per cent of the enquiries we’ve received convert into new business, we will be able 

to look back on a very good show!”

Available from Walter Ewag UK, a member of the United Grinding Group, the Walter 

Helitronic Basic multi-axis tool grinder is a compact and competitive solution to 

processing tools up to 320 mm diameter by 350 mm long. To simplify and speed up 

programming, the machine is supplied as standard with the Helitronic Tool Studio 

programming suite. Options include automatic clamping and worktable. In addition, 

AA Tools also added the machine’s optional Eco tool loading system, to enable large 

batches to be automatically processed.

Described as the ideal entry-level tool grinder, AA Tools has, however, wasted no 

time in fully utilising the five-axis machine’s capabilities in providing customers with 

quick turnarounds in the manufacture of special-purpose tooling designs as well as 

batch regrinding of tools.

Adds Mr Birt: “AA Tools is a long-established supplier of solid carbide, brazed 

carbide and HSS tools – as well as own brand routers and the high-performance 

Maxicut HPM and Alucut cutters – and has consistently offered a successful 

regrinding service for a whole raft of tooling including end mills, drills, ball nose 

cutters, taps and router bits. 

“The installation of CNC tool grinding now represents a massive springboard into 

new areas thanks to the more efficient and effective production regimes available 

with the Walter machine. This CNC machining capacity is proving to be the ideal 

complement to our existing services which also embrace CAD tool design and the 

Maxicoat tool re-coating, and reinforces our slogan of being able to consistently 

provide precision and quality at competitive prices.”

WALTER CNC TOOL GRINDING GIVES 
AA TOOLS AN EDGE AT MACH

MACH REVIEW
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With an exhibition stand more than double the size of previous events, 

MACH proved the ideal platform for announcing new product launches, 

a new web portal and also new area sales managers. On top of all this, 

Schunk had industry expert’s on-hand to discuss Schunk’s latest product 

innovations that meets the criteria of Industry 4.0. The culmination of all 

these factors has brought the Schunk sales team a record number of 

sales leads and enquiries from exhibition visitors.

At the centre of customer interest with regard to Industry 4.0 was Schunk’s innovative new eGrip 

system. Acknowledged as the world’s first fully-automated design and ordering tool for additive 

manufactured gripper fingers, the SCHUNK eGrip is a browser-based, license-free application to 

create and order tailor-made gripper fingers in just a few mouse clicks. Users just have to upload 

STEP or STL data of the part to grip, and add specific information such as weight, gripper base, 

mounting direction and relative position of the part to the gripper. The software automatically 

configures the gripper fingers around the part, generating the optimal finger design, and immediately 

gives price and estimated delivery information. With nothing remotely close to this level of technology 

on the market, Schunk certainly impressed automation customers at MACH.
 

For anybody that couldn’t make it to MACH 2016, you can get further details on the extensive 

Schunk product range from your local Schunk representative or by browsing the new website.

Schunk Creates Synergy With MACH 
Exhibitors and Visitors Alike

MACH 2016 was all about ‘Synergy’ for Schunk. The workholding, toolholding and 
automation specialist had its equipment on at least nine other exhibitor stands at 
the UK’s showpiece manufacturing event - a glowing endorsement for the industry 
leading brand. With Schunk’s world leading equipment in operation on the stands of 
DMG Mori, Fanuc, ETG, Citizen and ABB Robotics to name a few, Schunk was clearly 
the first choice automation specialist and workholding partner for exhibitors and 
MACH visitors alike.

Such was the level shown and subsequent interest and customer trials, following 
Sumitomo Electric Hardmetal’s launch of its latest ‘technology-based’ AC8025P 
Absotech Platinum Technology surface steel turning grade inserts at MACH 2016, 
that the UK division is offering to supply for a period of time, a package where a total 
of 40 inserts from the range will be delivered when 30 are ordered.

Giving his feedback on the 

bi-annual event, Ellesco 

Managing Director, Mr 

Guy Newton said: “With 

a stand next to the main 

Hall 4 entrance and one 

of the main aisles running 

between our two stands, our positioning couldn’t be 

better and this certainly helped our enquiry intake. At this 

early stage, we can confidently say that over 50% of our 

enquiries are very strong prospects, a hugely significant 

growth. We are still receiving orders for turnkey projects 

from MACH 2014, so the increased lead generation from 

MACH 2016 will be positive for our business for some 

time to come.”

On a lighter note, Ellesco even took many enquiries for 

the Dutch cycles and 16kg cheese blocks it had on its 

stand from principle supplier Timesavers. 

“We had more than eight machines on our stand and 

this provided a great overview of our diverse range of 

products. The stand had five machines, from its principal 

supplier Timesavers - the compact 10-Series machine, 

through the well know wide belt machines of 12-Series, 

22-Series and culminating in the ever popular 42-Series 

WRBW machine. We were also fortunate to be able to 

celebrate a new supplier, Peitzmeier-Maschinenbau, with 

their OG-Twin-Robot finishing machine along with small 

deburring and graining machines from VG Machines. 

For the automated end of the market, as well as launching 

the Peitzmeier range, we had the Autopulit polishing & 

finishing Robot cell alongside the WMS-Engineering  

deburring machine for processing cast or machined 

components through a contained robotic cell. Extremely 

popular with globally renowned OEMs throughout Europe, 

WMS were able to demonstrate a live project part to the 

potential client during MACH, very successfully. This 

proved an interesting prospect among our high-end OEM 

customers and the enquiries for this type of project were 

almost 600% up on MACH 2014, ensuring we benefit 

from MACH 2016 for the two years up to MACH 2018,” 

concludes Mr Newton.

Ellesco puts a polish 
On MACH 2016
With two stands located adjacent to each other 
by the entrance to Hall 4, deburring and surface 
finishing specialist Ellesco had an exceptional 
show at MACH 2016. With enquiries more than 
25% up on MACH 2014, the Christchurch company 
cleaned up almost as well as its machines at MACH.

www.ellesco.co.uk

www.gb.schunk.com

www.sumitomotool.com

The 10 additional inserts, based on the lowest priced item on the order for 

AC8025Ps, will be supplied free-of-charge.

The new turning grade is based upon Sumitomo’s development of 

Absotech Platinum Technology-a totally new boride-based titanium 

compound that forms an ultra-smooth surface that inhibits adhesion 

from the material being processed. Not only does this compound improve the insert’s strength 

and versatility, but it also doubles the normal resistance to edge chipping, establishes a factor of 

controlled even tool wear and extends in-cut life.

The ‘new technology’ surface on the low to high carbon steel turning grade has been specially 

developed for finishing cuts and light interrupted cycles, but can also be applied for certain rough 

turning and interrupted cut tasks

Included in the availability of the insert is a new series of special chipbreakers for use with depths-of-

cut between 0.5 mm and 13.5 mm.  Cutting speeds can be applied between 60 and 225 m/min with 

feed rates between 0.1 mm and 1.15 mm.

SUCCESS OF SUMITOMO’S LATEST AC8025P INSERTS AT 
MACH GENERATES ‘FREE’ INSERT DEAL WITH ORDERS

MACH REVIEW
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In 2009, almost all of Galway subcontractor 

Dawnlough’s turnover came from the design and 

manufacture of special-purpose tooling for the 

medical device manufacturing industry. This work 

continues undiminished and Boston Scientific, 

Stryker, Medtronic and Abbott are among many 

regular customers.

Over the past six years, however, turnover has 

increased five-fold largely as a result of entering the 

aerospace sector, which has grown to account for 

50 per cent of the firm’s business.

Managing director Brian McKeon explained, “We 

anticipate that our aerospace work will rise to 70 

per cent of turnover by the end of 2017, which is 

remarkable as it all happened unexpectedly.

“Towards the end of 2011, a Chinese subcontractor 

failed to supply parts to BE Aerospace in Ireland for 

first-class and business-class aircraft seats, so we 

were asked to step in and rescue the situation. We 

produced 2,500 components and it grew rapidly 

from there.”

The subcontractor has since gained AS9100 

RevC accreditation for quality management in the 

aircraft industry and has also been awarded Tier 1 

supplier status to BE Aerospace and Bombardier. 

Dawnlough exhibited at the Paris Air Show for 

the first time in 2015, receiving several promising 

enquiries.

Current aerospace contracts entail machining wing 

sections and fuselage parts from aluminium and 

stainless steel, as well as cobalt chrome engine 

mountings, up to a maximum size of 1,270 mm 

x 508 mm. This current limit is dictated by the 

presence on the shop floor of a Hurco VM30 vertical 

machining centre (VMC). It is one of 23 prismatic 

metalcutting centres at the Galway factory from the 

same supplier, which has also delivered one CNC 

lathe with driven tooling, designated TMM8, for 

producing components up to 256 mm diameter by 

588 mm long.

Mr McKeon bought his first Hurco machines 

in 2005 through Irish representative, Michael 

Gannon, and has added new models regularly. 

Most are 3-axis VMCs, four of which are equipped 

with a 4th CNC axis to reduce the number of set-

ups required for machining complex parts. Often, 

4-axis interpolative machining is needed, as there 

are few right angles or square edges on aircraft 

structural parts.

The rationale ten years ago was to upgrade 

Dawnlough’s milling section and move away 

from G-code data input towards conversational 

programming for one-offs and small batches, for 

which the Hurco control is ideal. There was still a lot 

of mould tool production at the time, which was the 

company’s original specialism when it was formed 

in 1987.

Mr McKeon recalled, “The difference was 

staggering. We found we could program up to 

six times more quickly by manual data input at 

the Hurco Max control. As we only make small 

quantities of parts, it translated into a 50 per cent 

increase in production output, which is why we 

have carried on buying the machines ever since.”

One of the most recent Hurco VMCs to be installed 

is a 5-axis VMX30Ui, which arrived in 2014. It 

joined another make of 5-axis machine on the 

shop floor for one-hit machining of components 

that were becoming increasingly complex. One in 

particular was an aerospace part produced in left- 

and right-hand variants that ran 20 hours a day for 

18 months.

A recent job on the VMX30Ui involved sculpting a 

claw foot for the leg of a first-class aircraft seat out 

of solid bronze using a 3 mm diameter ball nose 

milling cutter at 14,000 rpm and a 3+2 axis cycle. 

With its 18,000 rpm spindle, the machine is ideal 

for such accurate, fine detail work. Cycle times are 

made quicker by Ultimotion software in the latest 

Hurco twin-screen control, which runs proprietary 

WinMax version 9 software. With up to 10,000 

blocks variable look-ahead, it delivers fast cycle 

times and excellent surface finish.

Having five seats of SolidCam, Dawnlough prepares 

its more difficult programs off-line. However, Mr 

McKeon says that it is often faster to program even 

quite complicated geometries conversationally at 

the control on the shop floor. This is the case for 

2D work and some 3D shapes, where advantage 

can be taken of the Swept Surface functionality in 

WinMax to create 3D geometry automatically. The 

operator can input a 2D shape as the sweeping 

contour and a second 2D path along which it is to 

be moved to define the solid shape.

The next step for the Galway firm will be to equip 

the 5-axis Hurco with an Erowa Robot Compact 

automated pallet changer with 205 positions for 

multiple pallet types. In this way, 24/7 utilisation of 

the resource will be achieved.

Mr McKeon concluded, “We excel at machining 

often difficult and exotic materials to tolerances 

beyond the capability of many other manufacturers.

“Over the years, there have been no components 

on which we could not hold tolerance on any of our 

machines, including the Hurcos. They have been 

and continue to be very reliable.

“We also appreciated the supplier’s cooperation 

at the end of 2014 when we expanded into our 

present, 20,000 sq ft, climate-controlled premises. 

Hurco came in and decommissioned all of their 

machines and recommissioned them over a two-

week period.

“It was a big task considering the number of 

machines involved, but the process was completed 

efficiently and on time.”

Turnover Increases Five-Fold
Following A Leap Into The Aerospace Sector

24 Hurco machine tools purchased in a decade

Hurco Europe Ltd

Tel: 01494 442222 

Web: www.hurco.co.uk

IDSubcontracting
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Tooling

With all the innovations promising reduced cycle 

times and longer tool life – resulting in considerable 

cost savings for users – the event reinforced how 

the cost-effectiveness of all the new tools could be 

further enhanced across the company’s already 

comprehensive ranges of turning, drilling, threading 

and milling solutions. 

“This happens,” said Walter GB managing director 

Ashley Battison, “when the company’s technical 

sales team adds ‘Engineering Kompetenz’ to 

customers’ machining problems to develop 

optimal solutions.”

The perfect illustration of this, he continued, was 

the fact that the product launch was being staged 

at the AMRC where, as a Tier 2 partner, Walter GB 

works in conjunction with AMRC engineers and 

some of the latest CNC machines available to push 

the boundaries of machining routines in the quest 

for ever more efficient and effective production.

One major highlight of the event was the 

introduction to the UK of the M3255, a new 

generation porcupine cutter available in diameters 

from 50 mm to 80 mm and with from four to six 

flutes carrying 16 to 30 inserts (depending on 

diameter/flutes) featuring the new Tiger.tec Silver 

CVD-coated WXM45X carbide grade. 

With 27deg helix and 12deg radial rake angles, 

and four cutting edges for peripheral inserts and 

two cutting edges for the lead inserts, in operation 

only one edge of the M3255 is in contact with the 

workpiece. The result is lower than usual running 

costs – a tool life of seven hours per cutting edge 

has been achieved on titanium workpieces! 

Indeed, it was reported that in tests on titanium 

structural parts for a major US passenger aircraft 

manufacturer, the M3255 cutter was run at a 

cutting speed of 45 m/min and a feed rate of 163 

m/min, producing a width of cut of 25.4 mm at a 

depth of 76.2 mm, to achieve a metal removal rate 

of 23.7 in3/min compared to the former 10.7 in3/

min. 

In another example, the new cutter was used 

for rough pocketing on the AMRC’s Starrag STC 

1250 machining centre, machining a 250 mm by 

120 mm by 74 mm deep pocket in titanium in 14 

minutes. 

A host of additional new tools and inserts 

were also announced at the AMRC, including: 

• The RM5 geometry insert (with Tiger.tec 

Silver PVD Al203 coating) for roughing M 

class materials, which often limit speeds and 

feeds due to their chrome and nickel content 

– tool life increases of up to 100 per cent are 

possible with effective ‘Precision Coolant’ 

application; 

• Extensions to the optimised X.treme Inox 

drilling range – promising operation at 50 per 

cent higher feed rates than universal solid 

carbide drills; and 

• The MC341 solid carbide cutter, available 

in diameters from 6 mm to 20 mm and with 

the WK40TZ coating – producing tool life 

increases of up to 100 per cent and a 40 per 

cent rise in productivity levels.

MONEY-SAVING
DEVELOPMENTS

The latest results of tooling expert Walter’s never-ending product development strategy saw a tranche 
of higher productivity, money-saving tools announced to the UK market during a special update for 
Walter GB’s technical sales team held at the University of Sheffield Advanced Manufacturing Research 
Centre (AMRC) with Boeing.

Walter GB Ltd.

Tel: 01527 839450

www.walter-tools.com
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The company, based in Cinderford (UK), started out 

with vertical machining centres and CNC lathes. 

Then, in 2015, a major investment in state-of-the-

art machine tools provided the opportunity to fully 

exploit technology and make significant gains. 

Maximising potential 

While it is all very well having the latest machine 

tools, such as Quality Engineered Products’ (QEP) 

recently installed Mazak Nexus III Series horizontal 

machining centre and Mazak Integrex i-200 multi-

tasking machine, maximising their efficiency 

requires more detailed development of the 

machining process. Having won a major contract 

to machine a range of sand-cast aluminium 

parts for its customer Cannop Foundry, the time 

was right for QEP to maximise the potential of its 

Renishaw probing systems. 

QEP was already familiar with probing, having 

used it on its vertical machining centres (VMCs) for 

the past four years. Manufacturing Director, Dave 

Marfell, was looking to take its application to new 

levels and use Renishaw probing not only for tool 

setting, but for part alignment before machining 

and in-process gauging. The time savings that 

this would generate equate to almost 20 weeks of 

production annually. 

“We recognised the potential of the Renishaw 

probes very early on and have invested in the 

systems and the associated process controls 

to ensure that we are able to deliver a controlled 

and quantifiable capability to our customers,” says 

Dave Marfell. “We now see probing as an integral 

part of our manufacturing process and while some 

people may see in-process gauging as lost time on 

a machine, we look beyond that and see massive 

benefits for our business and we are reaping the 

rewards. We sometimes forget how difficult life was 

without probing.” 

Confidence in results 

An example of this difficulty is highlighted in the first 

probing procedure, that of tool setting. QEP – like 

many other manufacturing businesses – previously 

set tools manually on the machine, using feeler 

gauges to set lengths against datum points on the 

part or machine and trusting the tool manufacturer 

for diameter data. This information then had to be 

manually input into the machine control and offsets 

set. In all, Dave Marfell suggests that each tool 

could take up to six minutes to set, with typically 15 

tools – a mixture of drills, end mills and indexable 

cutters – in each set-up. QEP now uses both 

Renishaw NC4 non-contact and TS27R contact 

tool setting probes, capable of ±0.10 µm 2σ and 

1.00 µm 2σ repeatability respectively. 

Now each tool probing cycle (including diameter 

measurement) takes less than 30 seconds, and 

every tool can be checked in quick succession, 

with data being transferred automatically to the 

CNC. Another major benefit of on-machine tool 

setting is the elimination of human error. “Using the 

old-fashioned methods of paper or feeler gauges, 

no two people would get the same result, so you 

would then have to take test cuts to confirm any 

offsets. With the Renishaw probes we can be 

confident we have correct and consistent data and 

we are saving in the region of 85 minutes per set-

up, just on tool setting.” 

Increased productivity 

The next stage of developing the Renishaw 

probing sequence came through the contract with 

Cannop Foundry. The requirement was to machine 

a range of aluminium sand-cast components in five 

different designs, with typically 50-off per batch. 

Cannop Foundry supplied the fixturing along with 

its method of setting the castings, which can vary 

due to the sand casting process. This method 

involved a high degree of manual intervention using 

setting plates and a reliance on the operator to ‘get 

it right’, as well as being time consuming. 

Dave Marfell recognised that there was potential 

to maximise labour efficiency by introducing 

Renishaw probing to the process. “We looked at 

the existing process and realised that we could 

release a significant amount of time by probing the 

part once it was transferred into the machine. This 

freed up the operator to work on other things, such 

as deburring and visual inspection of parts. It’s here 

that some would baulk at the machine downtime 

as we now spend between 60 and 90 seconds 

probing before machining starts, but we have given 

the operator over five minutes back to do other 

things, and again we have eliminated any potential 

for human error from the process which, in part, 

is helping to reduce scrap by 25%. So, those few 

seconds we spend probing the part for alignment 

are fully justified.” 

With tools and part set, attention turned to 

inspection. QEP’s routine was to check 1 in 

10 parts on a co-ordinate measuring machine 

(CMM), a process that would take at least 30 

minutes. While this part was being checked they 

had two options; to stop the machine until the 

part had been verified, or to carry on machining 

and ‘quarantine’ parts until the sample had been 

checked. Both have their obvious drawbacks. 

“Our challenge was to streamline the process and 

ensure that we could verify every single component 

that we delivered. Over a 12-month production 

run we estimated that using the CMM would 

result in 270 hours of lost production time.” By 

switching to in-process gauging using Renishaw 

RMP600 and RMP60 probing systems, QEP can 

check the same 1 in 10 parts on the machine. 

The probing cycle is two minutes per part, which 

represents a significant productivity gain compared 

to the previous method, saving around 2 hours 

20 minutes per batch. Subject to conditions, it is 

possible to achieve repeatability of 0.25 µm 2σ 

using the RMP600, and 1.00 µm 2σ using the 

RMP60. 

Being accredited to AS9100 and working with 

diverse industries including aerospace, marine, 

and automotive, validation of all of its processes 

comes as second nature to QEP. It has put in 

place procedures to ensure that what it does with 

its Renishaw probing systems is fully documented 

and appraised on a regular basis. Dave Marfell 

takes a pragmatic view to all of this: “We can 

control the quality of our machining, irrespective 

of the machine types we buy or the age profile of 

the machines we have in service. We have put in 

place standard procedures that verify what our 

machines are doing, backed up by the Renishaw 

probes and measured against standards. These 

procedures confirm the confidence that we now 

have in probing across a range of disciplines and 

the time we have released as a result allows us to 

add value for our customers, which can only be 

viewed as a win-win situation.” 

In fully embracing the potential offered by the use 

of Renishaw probing systems QEP has achieved 

its aims of maximising labour hours by eliminating 

unnecessary human intervention, removing 

bottlenecks around the CMM inspection process, 

and reducing scrap and potential rework of parts. 

QEP’s production levels are typical of many 

hundreds of sub-contract machine shops around 

the world; where it differs is in its willingness to 

exploit technology to maximise productivity.

PROBING 
PAYS DIVIDENDS

Having built its reputation in high-volume precision pressing, Quality Engineered 

Products took the decision eight years ago to move into the competitive world of sub-

contract precision machining.

For further information visit:

www.renishaw.com/mtp

Quality & InspectionID
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Software

The results of standardising on a single software 

have included lower training expenses, greater staff 

flexibility and perfect CAD compatibility.

The company’s roots in manufacturing models date 

back 110 years, originally in Muehlhausen, where 

Konrad Schäfer GmbH now has an additional 

production site.  “We see ourselves as one of 

the leading manufacturers of design and data 

control models, inspection and function cubing, 

and control gauges for the European automotive 

industry,” explained Jörg Große-Beilage, head of the 

modelmaking department, which has been based in 

Osnabrueck since 1962.

Additional activities include models for vehicle 

interiors and prototypes for vehicle lights, as well 

as jigs and moulds for aerospace carbon fibre 

composites. 

Konrad Schäfer GmbH transforms customers’ ideas 

into reality – five to ten years before they are ready 

for batch production – with the help of innovative 

approaches to prototyping, the newest CAD, CAM 

and metrology technologies, and a modern machine 

shop.  Herr Große-Beilage also proudly pointed 

out that technical skill is still a crucial part of the 

organisation’s philosophy, something that wouldn’t 

be possible without motivated and well-trained staff.

At nearly every workstation, there is a CMM, either 

a stationary manual or CNC CMM, or a portable 

measuring arm.  The range of measuring machines 

are of different ages and from Mora, Zett Mess and 

Stiefelmayer, while the portable arms are from FARO.

“Metrology is an important part of our core 

business,” says Herr Große-Beilage, one of the 

reasons Konrad Schäfer GmbH continually invests 

in this area; not only in machines but also in staff 

training.  “Our target continues to be that both 

measurement engineers and model builders know 

how to use our metrology systems”.  That was also 

one of the reasons why Konrad Schäfer GmbH 

started to convert their whole range of metrology 

machines to a universal software.

A wide range of solutions from different companies 

was reviewed as part of the selection and decision-

making process, “but in the end PowerINSPECT 

convinced us the most.”

“The decision to purchase PowerINSPECT 

was absolutely spot on, even from today’s 

perspective,” says Herr Große-Beilage.  On one 

hand this is because of the good CAD compatibility.  

Components in all CAD file formats can be inspected 

with PowerINSPECT, something that was particularly 

important for Konrad Schäfer GmbH.

In addition to the extensive feature set and the 

support from Delcam, the user-friendly interface 

was a key factor for Herr Große-Beilage and his 

team.  The CAD File Manager in PowerINSPECT 

is just one example; this makes it easy to manage 

component groups. The decision was also easy 

because PowerINSPECT offered by far the best 

price-performance ratio.

Konrad Schäfer GmbH currently uses 16 licenses 

of PowerINSPECT, which have been purchased 

progressively.  At the start, in 2009, the company 

purchased two licenses and contracted to buy four 

additional licenses in each subsequent year. 

Portable coordinate metrology is becoming 

increasingly popular at Konrad Schäfer GmbH.   Five 

Faro Gauge arms are already used, all supported by 

PowerINSPECT.  “Manual measuring arms have the 

advantage that I can measure quicker than with a 

stationary measuring machine because I can just 

measure one zero point and then inspect everything 

else from top to bottom without adjusting anything,” 

explained Herr Große-Beilage. “But because I’m 

limited by the part size, the movable stand measuring 

machine is definitely better suited to a whole car”.

Christian Wollbrick, a metrologist who works daily 

with the software, confirmed that PowerINSPECT’s 

ease-of-use means that even untrained staff can get 

started immediately.  “Elements can be interactively 

selected in the CAD view, for example,” he said.  

“This makes inspection programming significantly 

easier and quicker, something that is really useful 

when you just work with the system from time-to-

time.” 

Moreover, the ability to define a critical measurement 

point in advance and to be led to that point by 

PowerINSPECT during the measurement is very 

valuable.  “This is particularly beneficial with hand-

held devices, as it guarantees consistent and 

repeatable measurements.”

Work on inspection cubes depends on being able 

to work as flexibly as possible, yet at the same 

time in a reproducible way with a three-axis CMM.  

“Test cubes are reference models that simulate 

the body in white.  Subsequent parts that occur 

in different car types can be built in or attached to 

them,” explained Herr Große-Beilage.  “So you can 

test in advance, whether they truly fit or check that 

there are no interfering edges and also if joints and 

radii are correct.  Every manufacturer has different 

reporting standards but we can implement them 

really quickly with PowerINSPECT.”

Automotive toolmaker standardises on Delcam’s 

PowerINSPECT across all devices
German automotive toolmaker Konrad Schäfer Modell und Formenbau has 
switched all its static and portable CMMs, as well as its hand scanners, to Delcam’s 
PowerINSPECT inspection software.  

www.delcam.co.uk

It features an integrated 3D CAD package used to check or correct imported files. 

CADMAN-SDI adds yet more functionality to the integrated suite of database-

driven CADMAN products designed to help users optimize programming and 

maximize throughput in the workshop. A CAD drawing file is imported into the 

module with simple drag and drop action. A file can be imported part by part or 

in a batch of parts using STEP, SAT, IGIS, DXF, DWG, SLDPRT, IPT, STL, WMF 

or a number of other file formats. Once imported, the file is converted to OSM 

(Open Sheet Metal) format and stored in the central CADMAN database.

CADMAN-SDI displays key cost driver information obtained from the 2D/3D 

file import and automatically saves the converted OSM file directly into the 

CADMAN database. The stored OSM files are also immediately accessible for 

all other modules of the CADMAN Suite for fast and efficient generation of laser, 

punching, bending programs and jobs scheduling.

CADMAN-SDI provides all the details needed to create an accurate cost 

estimate, including all relevant part information, such as part name, 3D and 

unfolded 2D drawing, material type and thickness, as well as all cost drivers 

such as contour length, netto and bruto part area, bounding box 2D, 3D outside 

dimension, the mass of the part, cutting length, number of contours, number of 

bends, and more. All the data is visible at a glance on the control screen. Data 

can also be exported to an Excel, PDF, XML or CSV file.

CADMAN-SDI includes BricsCAD®, a robust 3D direct modeling CAD 

package. BricsCAD allows the 3D drawing to be reviewed in detail, modified 

or corrected as required. BricsCAD provides recognition of features, allows the 

user to modify a junction into a bend, change overlaps, create notches and 

lofted bends, program parametric parts and even import entire assemblies.

LVD Strippit adds a new module to its 

CADMAN®  programming and shop 

management software. 
CADMAN-SDI (Smart Drawing Importer) simplifies 2D and 3D 

CAD file import and calculation of cost drivers so users can 

more quickly and accurately create job estimates.

www.lvdgroup.com
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The majority of these workshops are now equipped 

with machines from XYZ Machine Tools, as the 

ProtoTRAK control system suits Renishaw’s needs 

perfectly.

The first workshop to convert to XYZ is located 

at Renishaw’s New Mills (UK) headquarters and 

is managed by Tristan Dover: “When we started 

to get increased demand for machining it was 

obvious our old manual machines couldn’t cope, 

even though we were only ever asked to produce 

one-off or two-off parts. I suggested that we 

look at CNC machinery, then I saw XYZ and the 

ProtoTRAK control at an exhibition and I liked what 

I saw. The combination of manual and CNC was 

the ideal solution as some of the people running 

the machines would take some convincing that 

CNC could produce parts as quickly as a manual 

turner/miller. The ProtoTRAK control quickly 

converted these dyed-in-the-wool machinists to 

the benefits of CNC.”

Initially Tristan was planning just to purchase a 

Prototurn SLX 1630 lathe, but when he sat down 

and put together his justification it became obvious 

that the value for money presented by XYZ made 

it possible to replace both the lathe and mill, so 

an XYZ SMX 2500 bed mill was ordered at the 

same time. Both machines are equipped with the 

ProtoTRAK control, which features simple, plain 

English conversational programming that helped 

to make the step from purely manual machines to 

CNC very straightforward at Renishaw. “We find the 

ProtoTRAK control extremely efficient, especially 

on one-off parts where we can save considerable 

time compared to manually machining them. You 

can program tapers, radii, and other forms, which 

totally eliminates the need for special form tools. 

Such is the ease of use that even our most ardent 

manual machinists are using the control to program 

parts now.”

Word of the ease of use of these XYZ machines 

quickly spread within the Renishaw group and now 

various machining workshops around the group’s 

UK facilities have bought in to the ProtoTRAK way 

of working, with an additional six XYZ machines 

being installed.   

As part of its corporate support for the 

Greenpower initiative - which combines STEM 

subjects (science, technology, engineering and 

mathematics), with electric–powered car racing - 

Renishaw also makes its workshop available to its 

engineers involved with the project. Greenpower 

targets engineering students/apprentices aged 

between 18 and 24, with support provided by 

more experienced engineers within the company. 

One of these is design engineer Jamie Boden, who 

makes regular use of the XYZ ProTurn SLX 1630 

and SMX 2500 to manufacture parts for the race 

cars. 

In using the two XYZ machines the Renishaw 

Greenpower team make use of all of the available 

capacity, which in the case of the SMX 2500 is a 

2.2 kW spindle with a speed range of between 50 

and 3600 revs/min over two speed ranges. The 

machine table measures 1245 mm by 228 mm 

and the spindle head is able to tilt 45 degrees 

either side of vertical. The ProTurn SLX 1630 lathe 

is a ProtoTRAK controlled lathe in the XYZ with 

an impressive specification. Swing over the bed 

is 400 mm and has a between centre distance 

of 760 mm. The 5.75 kW, 2500 revs/min, spindle 

accommodates a 200 mm three-jaw chuck. 

As mentioned, both machines make use of the 

ProtoTRAK control system, with the turning and 

milling controls featuring identical programming 

languages and systems. This makes switching 

from one machine to another a seamless operation.     

“We work with our first-year apprentices who are 

given real jobs to machine on the XYZ machines 

with the intention of making the standard kit car 

both faster and more efficient. The races are 

endurance events over one hour and we have to 

maximise the output of the standard battery we are 

given.  We achieve this by designing and machining 

new parts,” says Jamie Boden.  Parts are varied 

for the project and range from intricate finned 

casing for the electric motor, to foam moulds for 

an aerodynamic helmet fairing and the car’s nose 

cone, which were left to be machined unmanned 

on the XYZ SMX 2500. A time-lapse video of the 

nose cone mould being machined is available on 

the XYZ website at http://www.xyzmachinetools.

com/xyz-gives-renishaw-greenpower-a-boost/

Greenpower is a great way to generate interest 

in manufacturing among primary and secondary 

schools, young apprentices and engineering 

students. Renishaw’s corporate entry not only 

supports the three race cars under its name, but 

also provides support to other teams. “We have a 

lot of high end technology on site here at New Mills, 

but we try wherever possible not to use advanced 

processes in developing our cars; processes 

that would not be available to other teams. This 

is where the XYZ machines play a part as they 

are readily available to many colleges and other 

engineering companies. By using them ourselves 

we are keeping a balance in terms of technology,” 

says Jamie.

Renishaw entered three teams into the 

Greenpower challenge in 2015 and were crowned 

F24+ champions that year, as well as winning the 

corporate challenge event.  Three more cars will 

be entered in 2016 with ongoing development 

work, much as in Formula One, taking place to try 

to maintain that competitive advantage. The XYZ 

machines will be at the forefront of ensuring all 

machined parts deliver improvements.

A Boost
For Greenpower

Research and development is the lifeblood of Renishaw and backing this up 

are a number of small workshops across the group capable of manufacturing 

one-off and low volume prototype parts.

XYZ Machine Tools

Tel: 01823 674 200 

Website: www.xyzmachinetools.com

IDSupplier Focus
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Onshoring

Ten years ago, the ‘rags to riches’ story started 

for bicycle component business Superstar 

Components Ltd. The Lincoln business that 

started in a bedroom selling brake pads, quickly 

progressed to sourcing manufactured products 

from Taiwan for the cycling enthusiast. As the 

business evolved into more expansive product 

ranges, the production lead-times from Taiwan were 

increasingly prolonged. The decision was made to 

manufacture and control production from the UK, 

and this is where FANUC came into the equation 

with its ROBODRILL D21MiA5 machining centre 

and FANUC M-10iA 10M robot loading system. 

Recalling the decision to purchase the turnkey 

package from FANUC, Company Owner & Director 

at Superstar Components Ltd, Mr Neil Wilkinson 

says: “I bought the machine because it’s a cost-

effective solution to solve a logistics problem I 

had. I was getting parts produced in Taiwan where 

the majority of the bicycle industry is based. The 

production lead times with suppliers started off very 

short, but over the years, the lead-times increased 

considerably. Up to 7-8 months in some cases.  We 

have now brought this work back in-house to the 

UK to gain control over the process and the lead-

times.”

The company was initially prototyping pedal 

systems using a 4th-axis machining centre with 

manual loading, which was a two-operation 

process. Whereas large scale production was 

still conducted overseas. However, the aim for 

Superstar Components was to investigate the 

potential for a fully automated system that would 

re-shore production from Taiwan. The results have 

been truly staggering. Initially, the cycling specialist 

moved some pedal sets to the UK and an existing 

4-axis machine tool. But this wasn’t fast enough. 

So, Superstar Components moved the pedal sets 

from the previous machine to the new FANUC 

ROBODRILL. The cycle time for 600 pedals has 

been reduced from little over three weeks to just 3 

days. Additionally, the labour input has gone from 

3.5 weeks of staff time to just one hour per day.

Commenting upon the decision to purchase the 

FANUC ROBODRILL, Mr Wilkinson says: “The 

ROBODRILL has taken Superstar Components 

from being a niche product manufacturer with 

a higher price point; to a company that can now 

manufacture pedals for other companies at prices 

comparable with Taiwan. We can do this whilst 

achieving significantly better quality levels. This is all 

down to the FANUC machine and its capabilities.”

On achieving a productivity improvement beyond 

85% with the FANUC ROBODRILL, Mr Wilkinson 

continues: “My expectation was to streamline 

the process and get rid of any problems and 

inconsistencies that arise from manual labour and 

importing. The upside to the machine is that it has 

double the spindle speed I was expecting and this 

has significantly improved our surface finishes. 

I have been impressed with everything about the 

FANUC machine. I presumed that when I first 

bought the machine, the size of our cuts would be 

limited by the spindle, but as we cut aluminium, we 

really  push the cutting tools with big cuts and high 

feed rates.” 

The BT30 spindle on the ROBODRILL D21MiA5 

runs at an impressive 24,000rpm. With a BT30 

spindle taper, Superstar Components didn’t believe 

the ROBODRILL would be capable of returning 

the cutting performance the company is actually 

achieving. “Rumour among engineers is that 

a BT30 is a little flaky, but if nobody told me the 

ROBODRILL was a BT30, we wouldn’t know any 

different. I run the machine like a BT40;  the tools 

run very hard and fast. The machine build and the 

spindle is very rigid, robust and powerful.” 

The FANUC direct-drive 4th axis table has also been 

added to the ROBODRILL D21MiA5 to ensure that 

Superstar Components can complete the pedals in 

one-hit without any secondary processes. In fact, 

Mr Wilkinson says the 4th-axis table rotates at such 

high-speed, the rotation is barely visible. The benefit 

of this lightening fast rotation speed is a cycle time 

reduction that is of particular value when producing 

large batch runs. 

Automating The Process With FANUC

Alluding to the introduction of a robot loading 

system, Mr Wilkinson says: “I was originally looking 

for a robot solution provider to upgrade an existing 

machine. However, the FANUC solution proved too 

good to miss, as they do the machine tool, the 4th 

axis table, the robot and the complete integration, 

all in-house. This turn-key project made things fast 

and easy. The complete solution was delivered as 

one finished product.” 

Despite taking delivery of a turn-key solution for 

large scale production of bicycle pedal sets, Superstar Components has an 

astounding level of flexibility from the FANUC ROBODRILL. As Mr Wilkinson 

continues: “We designed 4th axis tooling with a company in Leicester. This 

allows us to swap out the tooling, swap out the pallets and the robot grippers. 

From here, we can install new grippers, tools and pallets and just enter a new 

program into the ROBODRILL and the FANUC M-10iA 10M robot. It’s very easy 

to set up a new job with a new profile.

The running cost is another factor that has thoroughly impressed the subcontract 

manufacturer. As Mr Wilkinson recalls: “We knew the FANUC machines were 

going to be more energy efficient than our existing machines, but when we truly 

looked at the cost, the ROBODRILL is costing us £0.30 to £0.40 per hour on 

the spindle, it’s virtually nothing. This is less than a third of the cost of our other 

machine tools. We run this machine 24 hours a day, as the pedal sets have a 

28 hour cycle time. Sometimes the ROBODRILL can run for weeks without 

stopping. When you run a machine continuously, this saving definitely adds-up. 

Whilst it isn’t always a deciding factor in a machine purchase, it’s something that 

is already making us consider getting a second machine.”

Going Through The Process

With the ROBODRILL spindle accelerating up to 24,000rpm, the first process 

for the pedal set is to have pre-thread holes drilled prior to M4 roll taps 

creating multiple threads with a spindle speed of 6,000rpm. Once one pedal is 

threaded, the 4th axis rotary table spins around to expose the opposite face, 

where the process is repeated. The reliability of the thread is 100% guaranteed 

by a Renishaw laser probing system that will immediately identify broken or 

damaged tools. The next step is for a 6mm and 12mm diameter end mills to 

machine the pedal pockets at high speed. The final step is the use of a UFO 

shaped cutter that chamfers the top and back face of the pedal in a single step. 

This eliminates any secondary hand finishing operations further down-stream 

and allows Superstar Components to take the parts straight from the machine 

for anodising.

“The FANUC machine has put us back in control of our lead-times, its reduced 

costs and it’s made us cost effective against the Taiwanese market. Furthermore, 

the FANUC machine is allowing us to focus on the products and not worry 

about the lead-times or the potential to be let down by third party suppliers.”

RAGS TO RICHES
FANUC Re-shores Production For Cycling Specialist

FANUC UK  

www.fanuc.eu/uk/en

Phone: +44 24 7663 9669
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That’s a view that will be discussed by 

manufacturing businesses including Rolls Royce, 

ABB, Airbus, GE Europe, and Hilti, who are coming 

together for the Manufacturing Forum organised 

by The Economist Events, aimed at examining how 

manufacturing businesses can begin the radical 

transformation towards Industry 4.0.

The Manufacturing Forum 2016 takes place on 

June 16 at Coombe Abbey Hotel in Coventry, 

UK, and combines a tour of The Manufacturing 

Technology Centre (MTC) nearby. The forum brings 

together top business leaders engaged in the quest 

to digitise and transform the global manufacturing 

industry. A recent report from PwC has revealed that 

the leading proponent of Industry 4.0, Germany, 

currently sees investment of more than €40 billion 

per year into research and development projects, 

resulting in an increase in revenue streams of more 

than 12.5%. Other nations are still lagging behind 

with many manufacturing organisations still unsure 

of the steps they need to take in order to advance 

closer to the factory of the future.

Martin Rainer, VP and GM for Manufacturing 

Sector, from Hewlett Packard Enterprise, who are 

sponsoring the event, explained: “Until relatively 

recently, tried and tested ways of working have 

served the industry well. But now, as many well-

established businesses are finding out fast, 

manufacturing is no longer simply about making 

and selling products. It’s about integrating end-

to-end operations across the entire enterprise 

ecosystem to anticipate what customers want, 

quicker and cheaper than the competition.

“Hewlett Packard Enterprise calls this digital 

revolution ‘Connected Manufacturing’. It’s how 

we describe this new era of manufacturing, where 

everything is connected – operational technology, 

information technology, communications and 

consumer technologies.”

At the core of Connected Manufacturing is the 

acceleration of digital technologies, which are 

transforming people, processes and products. The 

increasing drive for manufacturing businesses to 

adopt service-based business models to achieve 

financial sustainability, and operational scalability, 

is a fundamental shift required for Industry 4.0. 

It’s a transition famously experienced by Rolls 

Royce, which introduced a complete engine and 

accessory replacement service on a fixed-cost-

per-flying-hour basis, more than fifty years ago. 

As the business has continued to evolve, it is 

witnessing first-hand the growing collaboration 

between man and machine, and will be exploring 

both the opportunities and the threats associated 

with digitisation. 

Also on the agenda is a panel discussion led by 

Airbus on how manufacturers can strike a balance 

between protecting the core business and investing 

in new initiatives, a discussion led by Hilti on the 

digital tricks and tools that manufacturers already 

have at their disposal to boost efficiencies, and an 

exploration of emerging manufacturing business 

models, led by GE Europe. ABB and Hewlett 

Packard Enterprise will also lead a conversation 

about digitisation priorities for the manufacturing of 

tomorrow. The exciting line-up will be preceded by 

a tour of the UK Manufacturing Technology Centre, 

an integral part of the High Value Manufacturing 

Catapult which is supported by Innovate UK.

Manufacturing Giants Unite
To Accelerate Sector Towards Industry 4.0

If the global manufacturing sector is to catapult itself into the Fourth Industrial 

Revolution, businesses need to stop viewing it as a technology upgrade and 

instead initiate a fundamental change in their business models.

 www.the-mtc.org
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A global showcase for the aerospace industry and its reputation alone 
attracts a truly international audience.

Farnborough International Airshow
11-17 July 2016

As a prominent supplier to the aerospace industry, 

ITC will be promoting a plethora of products that have 

enjoyed significant success among aerospace OEMs 

and subcontract manufacturers alike. Many of these 

new products will be introduced to the aero sector at 

promotional prices on the MAA’s 288sq/m communal 

Stand in Hall 1. 

Aside from the extremely attractive promotional offers that will be unveiled at 

Farnborough, ITC will be drawing stand visitors attention to the new line of BIG 

KAISER milling and boring tools, precision toolholders and collets and the new 

line of Air Turbine Spindles. The BIG KAISER air-powered spindles that will be at 

Farnborough 2016 use compressed air to drive a turbine and develop much higher 

spindle speeds than a conventional machine spindle. An instant benefit is that the 

machine spindle doesn’t rotate when running a speeder, so it incurs no wear and 

tear. The largest turbine assembly in the new BIG KAISER RBX line has an effective 

diameter of just 75mm. 

In addition to the BIG KAISER line-up, ITC will be drawing show visitors attention 

to the publication of the new Widia Master catalogue. Farnborough will be the first 

opportunity for ITC’s dedicated aerospace customers to peruse through the 2000 

page catalogue

For further information on how to benefit from the extensive product portfolio and 

promotional offers, please pop by the MAA Stand in Hall one at Farnborough 2016.

ITC Jets Its New Innovations to Farnborough 2016  

After an extremely successful start to 2016, Industrial Tooling Corporation (ITC) 
will be taking its latest range of cutting tool innovations to the Farnborough 
Airshow, as part of the Midlands Aerospace Alliance (MAA) stand. 

Turbex (www.turbex.co.uk) will focus at the Farnborough Airshow 
show on cleaning machines and lines for MRO organisations and 
manufacturers in the aerospace supply chain. 

www.itc-ltd.co.uk www.turbex.co.uk

www.mollart.com

www.menortheast.co.uk

www.cgtech.co.uk

www.gb.schunk.com

www.ncmt.co.uk

Staff from NCMT, the sales and service agent in the UK for Makino machine tools, will be present in the 
Japanese manufacturer’s chalet during the show to promote four distinct areas of production in the 
aerospace industry.

Exhibition PreviewID

One is milling of aircraft structural parts in titanium alloys using Makino’s T-series of horizontal machining centres. Another 

is machining of aluminium aerostructures on the latest MAG and -nx series of 5-axis horizontal-spindle machines. A 

third highlight will be production of nickel alloy engine parts and other components using multi-axis, creep-feed VIPER 

grinding, combined with other machining operations. Finally, EDM drilling of holes in turbine blades will feature.

ADVANCES IN MACHINING AIRFRAME AND ENGINE PARTS

One focus will be high 

precision, ultrasonic cleaning 

machines, from small bench-

top units to bespoke, multi-

tank cleaning and drying lines 

with automation. A hallmark 

of their construction is multi-

frequency ultrasonics, where a 

single transducer can generate 

two different ultrasonic 

frequencies. Consequently, 

dis-similar components and materials can be processed optimally in the same tank.

A recent addition to the company’s product portfolio is the Galvatek (www.galvatek.

fi) range of surface treatment lines, notably for chemical cleaning and anodising. 

The manufacturer has designed, delivered, installed and continues to service more 

than 600 turnkey installations in over 35 countries. The equipment is normally fully 

automated and is renowned for modern technological developments that ensure 

efficiency, reliability and low emissions.

Galvatek is especially well known in the aerospace industry, as its multi-stage 

lines for chemical cleaning, anodising and etching are widely used. Continuous 

development ensures that technological advances create better and more efficient 

processes for industries where precision, fault-free operation is required.

Turbex To Promote Cleaning And Anodising Equipment

Following the gaining of AS9100 

Rev.C and ISO9001:2008 

approved aerospace accreditation, 

Mollart Engineering is exhibiting 

at Farnborough International 

Airshow 2016 for the first time and 

will be presenting its capability 

in subcontract manufacture and 

tooling linked to its aerospace and 

defence customer sectors.

 

Said Operations Director Mike 

Pragnell: “We have built up a 

wide ranging level of expertise 

in the aerospace and defence 

sector producing components 

for aero engines and helicopter 

transmissions.  Now we have gained 

AS09100 and having invested 

over £2.5 million in facilities, plant, 

equipment, software and services 

over the past two years, we are 

competitively placed to provide 

extended services to this sector.”

 

Mollart Engineering also has an extensive range of special tooling linked to hole 

creation and feature machining tasks including grooving, deburring and surface 

finishing. This is in addition to its traditional deep hole gundrilling and production of 

large depth-to-diameter holes in a wide variety of materials and in particular, high 

alloy and super alloy steels.

 

Key to interest Farnborough visitors will  be the multi-feature, single cycle 

subcontract capability, often involving 5-axis cycles, plus the in-house expertise in 

welding and fabrication, abrasive flow deburring and surface finishing as well as 

ultrasonic cleaning and ISO7 (Class 10,000) cleanroom assembly and test.

MOLLART TO TAKE ITS SUBCONTRACT SKILLS 
TO FARNBOROUGH

At the Newcastle show, the innovator in 

workholding, toolholding and automation 

technology will be unveiling a host of new 

products for North East customers that didn’t 

get the opportunity to see the innovations at the 

recent MACH show. 

 

One product Schunk will be drawing customer’s attention to, will be the new 

RGG Cleaning Unit. With this, manually blowing swarf from the work envelope 

of a machine tool can now be a thing of the past. The new RGG cleaning unit 

fits into tool mountings with a 20mm diameter and can be converted into every 

machine tool configuration. A small control program can quickly clean the 

working area, tables and clamping devices, removing all chips. The machine 

conducts this task far faster and more systematically than any machine 

operator, saving considerable amounts of time. 

 

Additionally, Schunk will be keen to emphasise the benefits of its TENDO E 

Compact hydraulic expansion toolholder at MENE. Capable of reducing set-

up times by up to 60% whilst generating 2000Nm of torque, the TENDO E 

Compact delivers micron precision for a host of machining applications. With 

this precision toolholder, even demanding applications with tight tolerances 

on the form, position and surface finish can be rapidly and reliably machined.

After an extremely successful start to 2016, Industrial Tooling Corporation (ITC) 
will be taking its latest range of cutting tool innovations to the Farnborough 
Airshow, as part of the Midlands Aerospace Alliance (MAA) stand. 

Manufacturing & Engineering 

North East
6-7th july 2016, Newcastle.
(MENE) exhibition and conference is back this summer and offers local 

manufacturers and engineers the chance to see the latest technology 

in the industry.

VERICUT CNC machine simulation, verification 

and optimisation software eliminates the process 

of manually proving-out NC programs.  It detects 

collisions and near-misses between all machine 

tool components such as axis slides, heads, 

turrets, rotary tables, spindles, tool changers, 

fixtures, workpieces, cutting tools, and other 

user-defined objects. Machine movements can even be simulated while 

stepping or playing backwards in VERlCUT‘s Review Mode.

With VERICUT Reviewer, shop floor personnel, suppliers, customers, and other 

production engineers can view animations of the CNC machining process. It 

is a stand-alone viewer that does not use a license that can play forward and 

backward while removing and replacing material. VERICUT Reviewer files can 

be played on Windows computers and tablets, and also on the Apple iPAD.

VERICUT CNC Machine Simulation software at MENE
CGTech will be showcasing the latest version of VERICUT software on 
stand C2 at the 2015 Manufacturing and Engineering North East Show 
(MENE) on July 6th-7th, 2015, at the Metro Arena, Newcastle.

At the forthcoming Manufacturing & Engineering North East (MENE) 
exhibition on Stand D13, Schunk will be showing a multitude of new 
products alongside some of its established market favourites.

Schunk Takes Its Latest Innovations to MENE 2016 Exhibition
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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.

Many thanks @HQARRC for asking us to sign an amazing 90th birthday 

card for HM The Queen #Imjin16

Happy to announce our continued partnership with @

KUKARoboticsUK Our 2016 certificate is now on display!

Ready for @Velothon! Cassette cleaned using ultrasonics http://

www.ultrawave.co.uk/clean-bicycle-components-with-an-

ultrasonic-bath.html … #VelothonWales #ultrasoniccleaning

#verosoftware A wonderful reseller conference with our Chinese partners 

in Shanghai. The future looks bright #cadcam

Be part of the nation’s largest skills event - become a Volunteer Team 

Leader http://bit.ly/1WajQHx  #SkillsShow16

@renishawplc

@AltecEng

@ultrawave_uk

@verosoftware

@SkillsShow




