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March Precision Engineering Ltd based 

in Aldershot, is using its recently acquired 

Sodick VZ300L CNC wire EDM to achieve 

30% faster cycles and better surface finishes 

than the model it replaced. Supplied and 

installed by Sodi-Tech EDM, the new machine 

ensures the company has complete control 

over its manufacturing and quality processes.  
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In addition to the enjoyment of riding on track, it was a 

great opportunity for some serious networking while at 

the same time raising funds for WNT’s chosen charities, 

Cancer Research UK and The British Heart Foundation. 

When some participants arrived the evening before the 

rain stopped for 30 minutes to allow the traditional track 

walk to take place, followed by fish and chips under cover 

and a beer or two. It was then to bed ahead of the serious 

stuff the following morning. The weather played its part and the sun shone all day allowing almost 

seven hours of uninterrupted track time.

“This event grew out of an idea by Sam Burman, who we sponsor in Moto3, a support race in the 

British Superbike championship, the response we got from customers to Sam’s racing showed that 

there was terrific interest in motorcycling among our customers. These days have gone from strength-

to-strength ever since. The trackday is part a number of events that we hold throughout the year 

including fishing, clay shooting and cycling and are a fantastic way of giving something back to loyal 

customers and also raising money for charity,” says Tony Pennington, Managing Director, WNT (UK).

This year’s event also saw the introduction of the Colin Askey Trophy, which has been created in 

memory of Colin who passed was last year, but was a great supporter of this event. The criteria for 

winning the trophy is rather fluid and will change from year-to-year. This year, however it went to 

Alexandar Campion who, while wheelchair bound after a serious accident, refused to give up on his 

passion for riding motorcycles and took part at this event on a modified bike fitted with automatic 

stabilisers developed by WNT and XYZ customer Lamb Engineering.

After a safety briefing from ex-racer and Cadwell Park Chief Instructor, Geoff Baldock, the riders 

took to the track in groups designated according to their skill/confidence under the guidance of Sam 

Burman and five of her fellow riders from the British Superbike series as instructors. These highly 

skilled instructors were available all day to pass on any tips and advice that was necessary, with Sam 

hosting a tuition session in the paddock as well.

Fun And Networking Trackday

According to Director Allan Brown, rising orders from the extensive 

UK and export customer base for a range of tooling including 

special carbide reamers, end mills, slot drills, step drills, routers and 

form drills demanded the additional machine. 

Able to produce tooling of 1 mm to 16 mm diameter – and to regrind 

tools from 3 mm to 100 mm diameter – the Mini Automation was the 

obvious choice to complement the company’s existing machines; 

two Helitronics with Disc Loaders – a Power and a Power Diamond – as well as a Helitronic Classic 

Power and a Helitronic Power Production.

Supplied by Walter Ewag UK, a member of the United Grinding Group, the Mini Automation features 

Fanuc CNC plus the Helitronic Tool Studio software which, in conjunction with the optional Feedrate 

Optimiser functionality, leads to minimised grinding and overall non-productive times.

The machine tools in the XYZ range appeal to a broad 

sector of engineering manufacturing companies, from 

one-man bands through to blue chip businesses. On 

stand E14 at Northern Manufacturing will be a selection 

that highlights the range’s diversity including mills, lathes, 

machining centres and turning centres.

Taking centre stage will be three machines that benefit 

from XYZ’s ProtoTRAK control system, an XYZ SMX3500 

bed mill, an XYZ SLX 355 lathe and the innovative XYZ 

2-OP vertical machining centre.

The annual WNT (UK)/XYZ Machine Tools trackday took place at a sunny Cadwell 

Park, Lincolnshire with over 100 customers in attendance putting a wide variety of 

motorcycles through their paces throughout the day.

The need to increase its tool manufacturing capacity has spurred Mercian Toolmaking 

Co (Tamworth) to further invest in another Walter tool grinder, a Helitronic Mini 

Automation, to bring its tally of Walter tool grinders to five as well as a Walter Helicheck 

tool measuring machine at the company’s West Midlands site. The company was the 

first in the UK to purchase a Walter Helitronic Power machine, in 1994.

Hermle AG, a prominent German manufacturer of high precision, 3- to 5-axis machining 

centres, has added the C 250 to the C 400 model that it launched in 2012. In the process, 

it has started to create a new machine series that sits alongside the manufacturer’s core 

range, which comprises six models from C 12 to C 62. 

With 3,000+ new products and over 23,000 standard industrial springs the new Lee 

Spring UK catalogue is now available free on request. 

Now available from Industrial Tooling Corporation 

(ITC) is the new range of BIG KAISER insert holders 

for face grooving operations.

Now available from sliding head lathe tooling 

specialist Floyd Automatic, the new series of ECO-

Line inserts have been developed with a new coating 

technology.

XYZ Machine Tools will highlight the versatility and diversity of its extensive machine 

tool range when it exhibits at Northern Manufacturing and Electronics between the 

28th and 29th September at Event City in Manchester.

Sales and service agent in the UK and Ireland, Gosport-based 

Geo Kingsbury, (www.geokingsbury.com), says that here have 

been no compromises in the build quality of the C 250 machining 

centre or indeed its larger counterpart. The only limitation is that 

they are available with fewer options, which is the reason for their 

economical price.

The working envelope of the C 250 is defined by X,Y,Z axis travels 

of 600, 550 and 450 mm, positioning it in capacity between the C 22 and C 32. Every Hermle machine 

shares the same fundamental attributes including a modified gantry design, mineral cast bed and 

an integrated, trunnion-mounted rotary table for the fourth and fifth CNC axes, if specified. All these 

features contribute to rigidity, low vibration and high machining accuracy.

The existing ECO-Line 

enables the end user to 

conduct face grooving, 

internal grooving, threading, 

internal threading and general 

turning operations and the 

new insert grades will improve performance for these 

operations.

The new AP302 grade has shown impressive results with 

customers reporting increased tool life and consistency, 

better surface finishes and swarf evacuation compared 

to previous generations. For particularly difficult materials 

where there are high levels of wear, like stainless steels and 

titanium, the coating is applied to a hard substrate µK10 

grade carbide. 

For further details on how your machine shop can benefit 

from the ‘problem solving’ innovations from Applitec, please 

contact Floyd Automatic for more details.

www.wnt.com

www.walter-machines.com

www.stocdon.co.uk 

www.ntkcuttingtools.co.uk

www.geokingsbury.com

www.leespring.co.uk

www.itc-ltd.co.uk

www.floydautomatic.co.uk

www.xyzmachinetools.com

Versatility At Northern Manufacturing

The new accessories are 

specifically designed to fit the 

BIG KAISER large diameter 

Series 318 and Series 319 

SW twin-cutter boring heads.
 

Providing the ultimate system flexibility, the new face 

grooving system can be used as either a single or twin 

cutter grooving tool for diameter ranges from Ø53mm to 

Ø3m. The design allows for a grooving depth up to 12mm, 

with a minimum width of 2mm and a maximum of 9.5mm.
 

BIG KAISER is a worldwide leader in high-precision tooling 

systems and solutions for the metal cutting industry. The 

products available from ITC guarantee extreme accuracy 

and repeatability with the utmost care and attention upon 

product quality. For further details on this new product 

line or other offerings from the BIG KAISER stable, please 

contact ITC on Tel: 01827 304500.

ITC Gets a Groove-On

Applitec ECO-Line Inserts Extend tool 
life with New Grades and coatings

Mercian invest in Walter tool grinder

Top Quality Machining Centre Has Entry-Level Price

Additions to the range include 3 new torsion spring variants with 120°, 210° and 300° leg endings – 

there are now 7 free angle options from 90° to 360°. More Die Springs have been added throughout 

the range; especially notable being extra sizes over 6” free length up to 12” long and with the same 

Lee Spring powder coating finish for enhanced protection.

Stainless steel compression spring options are also expanded in AISI 316 for excellent corrosion 

resistance in this stock range all included with ground ends. Extension spring options are also 

expanded in music wire and stainless steel materials offering shorter and longer lengths in classic 

stocking series.

New Lee Spring UK catalogue

More and more,  the companies that matter in manufacturing 

are demanding that their suppliers, such as Stocdon,  meet 

the exacting standards necessary to guarantee the highest 

quality in every aspect of an organisation, and in the supply 

chain,  whether you manufacture or not,  it is still vitally 

important to show that you get it right, by examining your 

methods and processes, to ensure your customer or the 

end user is getting the very best products and the very best 

experience of our service possible.

So it is with great pride that Stocdon announce the award 

of our ISO 9001:2015 certification !  We hope our existing 

& future customers take comfort in us having over 33 years 

of experience as machining specialists,  because we are 

always here to help.

STOCDON achieves 
ISO9001:2015 Quality standard
Stocdon are pleased to have achieved their long-

awaited ISO 9001:2015 Quality standard,  for 

consumable and capital equipment, metrology 

systems and processes for a wide range of 

manufacturers including Aerospace, Motor Sport, 

Medical and Oil & Gas industries.

For enhanced precision when turning external 

diameters, NTK has now introduced its new DS-ACH 

line of tool holders.

With a centreline height adjustment system that has been 

patented, this new NTK toolholder eliminates the centre pip 

on end-faces to provide a constant OD dimension.

The centreline adjustment system only requires an Allen-

key to adjust the insert height via an adjustment wedge 

on the underside of the tool body. The centreline height 

has an adjustment range from 0 to 0.2mm that enables 

the cutting edge to be finely adjusted to eliminate any 

discrepancies with the surface finish when face cutting. 

The robust toolholder design combines with the insert 

locking mechanism to reduce vibration and chatter, even 

during the most challenging of cutting conditions. 

From an end user perspective, the new DS-ACH Series 

can significantly reduce the set-up time for cutting tools 

with its simple and user friendly adjustment wedge that 

is also easy to access when mounted in the machining 

envelope.

NTK Introduces 
new Turning Range
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The contracts from Poland, Czech Republic, Romania, 

China and northern Europe has set the company well 

into its machine build target for 2016-17 with projected 

extensions into 2018.

Said Sales Director Ian Petitt: “These are very significant 

orders for new machines taken against very tough 

European competition with customers focusing on our 

project and application engineering.  In one case, the final approval decision towards Mollart was 

aided by our long term production history of machine reliability, spindle utilisation and customer 

support on two previous Mollart installations in the company.”

These orders add a high level of confidence to the new management team of Chris Barker, Ian Petitt, 

Mike Pragnell, Wayne Thomas and Jon Upton, who successfully acquired the Mollart business in 

March with the backing of HSBC and Vine Street Capital from the long term family-owned business 

of Guy Mollart.

Being considerably smaller than many bench top band 

saw machines and weighing only 17kg, the S1105 saw is 

ideal for use on the move. The saw delivers a clean cut 

without the need for lubrication and, as it is so compact, 

there is no need to bolt the machine down before using it. 

Contractors of all trades, workshop managers, maintenance 

departments and even hobbyists will benefit from this 

powerful saw. 

“We’ve had the larger S1101 saw in our product portfolio 

for a long time now,” said John Cove, marketing manager 

at Starrett. “However, we recognised the industry demand 

for a more portable alternative that can realistically be easily used onsite. This is why we developed 

the latest addition to our range. The saw is so lightweight and compact that it can be stored in small 

workshops or vehicles and transported from site to site easily.

“There are many applications where the S1105 will come in handy. For example, both providers and 

installers of thick or armoured cables, conduit, and trunking will find this tool particularly useful. Most 

sales are by length and in the case of cabling, many users rely on clamps to cut through it. However, 

this process squashes the wire at the point of the cut into an elliptical shape, making it difficult to 

install. Using our band saw would not do this as there is no pressure on the outer edge of the cable, 

and its portability will support contractors installing the cabling onsite.”

The S1105 bench top band saw is compatible with both 110V and 220V formats, has a blade speed 

of 60 or 80m/min, comes with a blade cleaning kit and is available for less than £300.

Powerful Cutting On The Move
Starrett adds lightweight, portable bench top band saw to product range

This year OKK is celebrating 100 years of machine tool 

operations, and has linked the launch of the HM-X8000 

tilting-head, 5-axis machining centre to this anniversary 

dedicated to high productivity, high precision cycles 

through a rigid 30 tonne structure.  The -110 deg to +40 

deg A-axis spindle head is able to tilt between horizontal 

and vertical positions creating increased levels of flexibility.  

It also enables high precision operations to be carried out 

due to its advantage of greater stability compared when 

moving elements support the workpiece such as rotational 

and tilting movements of the more common trunnion unit.

Band saw blade and machine specialist Starrett has added a new bench top band saw 

machine to its extensive range. The S1105 saw has been designed to be lighter and 

more portable than others in the company’s collection, without compromising on 

performance. With a powerful, two-speed 850W motor and an adjustable cutting angle 

from zero to 45 degrees, contractors and hobbyists alike will benefit from the new 

machine.

A 5-axis, tilting-spindle (A-axis) horizontal machining centre with a 45 kW drive giving 
access to components that fit within a 1,200 mm diameter table and up to 1,250 mm in 
height, is added to the high productivity range of machines in the portfolio of 2D CNC 
Machinery based in Hinckley.

Just two days before MACH 2016 opened in Birmingham, Sub-CNC Precision received a 

contract for a family of 30,000 parts destined to the nuclear industry so used the timely 

start of the exhibition for the two directors to decide which CNC sliding head turn-mill 

centre best suited their needs. 

For manufacturers conducting heavy material removal machining, Nederman has now 

introduced its impressive new SS40 ECON swarf and coolant management system.

Export gundrilling machine orders worth over £2 million have been won by Mollart 

Engineering for nine machines destined for European and Chinese automotive industry 

customers.

www.starrett.co.uk

www.2dcnc.co.uk

www.sub-cncprecision.co.uk

www.nederman.co.ukwww.mollart.com 

www.bystronic.com

www.mta.org.uk

www.citizenmachinery.co.uk

Register to attend - www.gom.com/events/gom-

events/workshop-casting/uk

By co-ordinating his recent sales and long-standing 

applications expertise, he was able to undercut a major 

competitor by demonstrating cycle time savings of some 

100 secs.

Said Sales Director Darren Wilkins: “Warren has built-up an 

excellent track record in turning from being an apprentice 

then progressing through applications, senior programming 

and production engineering. Prior to joining Citizen, he held 

a position as works manager for a Midlands subcontract 

company.”

The appointment follows reorganisation of the sales 

operation to expand customer support in response to latest 

machine introductions that have increased both the Citizen 

CNC sliding head and Miyano fixed head turn-mill centre 

ranges.

Citizen Promotes Warren Garratt 
From Applications Into Sales Role

Recently appointed as sales engineer following 

almost five years in applications for Citizen 

Machinery UK, Warren Garratt has already used 

his experience with a customer based on one of the 

latest Miyano BNE-51MSY turn-mill centres.

The GOM UK Workshop, taking place on 4th October 

2016 offers an insight into how optical 3D metrology 

is integrated into modern casting and forging 

processes.

This year’s MTA TDI Challenge final took place on 6th 

July at Yamazaki Mazak’s European Headquarters 

in Worcester. 
The competition was open to all Design and Technology 

(D&T) students from across the UK. From these entries 

a shortlist of twelve finalists were chosen by the MTA’s 

Learning and Development Committee to attend the final 

judging day and award ceremony in Worcester.  In the 14-

16 year old category the award was won by Christopher 

Kalogroulis from Sutton Grammar School for Boys with his 

Stackamals project – a unique range of animals created 

from laser cut sheets of MDF, that can be used to store 

valuables. The judges felt that Christopher’s project was a 

well-engineered finished project.  The winner of the 17-19 

category was Ben Noar from Highgate School with his 

spherical wheel, designed to enable ease of movement. 

The judges commended Ben for being inventive, with 

progression of research.

TDI CHALLENGE FINAL 2016

Leading industrial companies will present examples from 

their day-to-day practice and show how optical measuring 

systems support them to shorten development times and 

optimise production processes.

Alongside user presentations, GOM UK’s team of 

specialists will give live demonstrations to present the latest 

developments in 3D metrology including measurement and 

inspection software. Attendees will also be invited to take a 

guided tour of the Seco Tools workshop with a machining 

demonstration, where the event is taking place.

Free Workshop to be hosted by GOM UK

Mollart Secures £2 Million Export Orders

OKK Celebrates Centenary
With Launch Of 5-Axis Machining Centre

 Key in the show machine order was the availability and 

installation that would allow them to meet the ultra-tight, 

eight week customer parts delivery deadline. 

Yian Stavrou Commented : “We had the enquiry, quoted 

and had to machine prototypes on existing Citizen 

machines then wait for conformance testing. This lead to 

the contract for the family of 22 parts in 316 stainless steel 

being received on the Thursday before the show but we 

needed extra capacity to meet the deadline imposed by 

the customer.”

SUB-CNC Installs Mach 
Demonstration Machine From Stand

During the week of the event, orders were placed for three 

laser cutting machines, indicating that UK manufacturing 

still has a positive outlook post-Brexit.

Bystronic’s latest fibre laser machine was on show, the 

ByStar Fiber, which boasts Industry 4.0 readiness and a 

new control system.  Another focus at the open house 

was on pressbrake operation. Theoretical and practical 

presentations throughout the mornings on Bystronic 

Xpert machines introduced visiting engineers to tips 

and tricks for saving time and increasing productivity 

and component accuracy. The redesigned generation of 

BySprint Fiber 3015 and 4020 laser cutting systems was 

also promoted.

Bystronic Open House Success 
Three Laser Cutting Machines Sold
Sheet metalworking machine supplier, Bystronic 

UK, welcomed more than 80 visitors to its latest open 

house, held at the company’s Coventry headquarters 

and technical centre from 12th to 14th July.

Capable of processing up to 200kg of steel swarf an hour, the SS40 ECON system removes the 

coolant from the swarf and recycles it back to the machine tool, storage tank or filtration plant. The 

SS40 ECON is suitable for most Ferrous and Non Ferrous materials.

The benefit for the customer is two-fold. Firstly, by removing excess coolant from swarf and collecting 

it, operators can re-cycle the coolant back to the machine tool or tank, reducing coolant waste and 

the associated cost of continual topping-up. Secondly, by removing excess coolant from the swarf 

chips the customer generates clean dry swarf that yields a higher re-cycle value. Most impressively, 

this cost-effective system rapidly re-coups cash for the customers. Furthermore, it is completely 

flexible with its small footprint and plug-and-play design that makes it easy to install inside the factory.

Nederman ‘Plug and Play’ Swarf System



ID

industrialdirector.com   -  August  2016  -   Page 9Page 8  -  August  2016  -  industrialdirector.com

IDNewsNews

Showcasing a range of machines as well as complementary 

software and tooling for world-class turbine engine 

production, the event attracted customers and partners 

from as far afield as China and the USA to the company’s 

headquarters in Rorschacherberg, Switzerland. 

Rolls-Royce Deutschland’s Manufacturing Manager 

of Engineering & Technology, however, certainly made 

delegates think when he spoke about ‘Modern aero-engine components – efficient machining is the 

key to success’. 

Talking about the technical challenges in machining such components – and the lifecycle cost factors, 

such as fuel usage, that are driving the quest for higher efficiency engines - Dr Kappmeyer pinpointed 

a number of product and business challenges:

• Product challenges – including more complex designs, new materials (more high-temperature 

super alloys and composites) and tighter quality specifications;

• Business challenges – for example, aggressive cost targets, improved safety and improved 

delivery adherence.

“To remain competitive,” he said, “we must continue to adopt new materials and manufacturing 

technologies, modern equipment and methods, and improve our process understanding – embracing 

an increased attention to detail by the use of simulation, tool specification and quality control (with 

suppliers).”

Rolls-Royce A Headline Act 
At Starrag’s Technology Days

As if a host of Starrag developments and innovations in the machining of turbine 

blades, blisks and casings were not enough, then the keynote address by Rolls-Royce’s 

Doctor Gregor Kappmeyer certainly enthralled every visitor to Starrag’s recent Turbine 

Technology Days. 

The German firm, Beta LAYOUT GmbH, manufactures prototypes for printed circuit 

boards and 3D mechatronic integrated devices. To speed prototype production and 

reduce costs, it has installed an additive manufacturing system from Munich-based 

EOS, whose UK subsidiary in Warwick describes the application.

Unicut Precision considers itself a ‘contract manufacturer’ that works in tandem with 

OEM’s and Tier 1 companies to deliver cost-down production philosophies to long term 

projects.

To help industry better understand the deluge of intelligent devices and systems setting 

the energy sector alight, industrial automation components supplier EU Automation 

has produced a concise one page guide about smart technology.

www.starrag.com

www.axminster.co.uk 

www.victormachines.co.uk

www.euautomation.com

The guide is available for download from the industry guides section of EU Automation’s website 

www.euautomation.com/en/automated/industry-guides.

Smart technologies are currently taking over both the consumer and industrial automation markets. 

In the energy sector, this has given birth to smart meters and significant developments towards smart 

cities running on even smarter grids. 

EU Automation’s one page guide provides an insight into the smart technologies lighting the way 

to a more energy efficient future. The resource is designed for anyone with an active interest in the 

automation industry, who would like to know more about smart grids and their prospects for the 

future.  

Industrial automation is a rapidly developing sector in which concepts like the Internet of Things (IoT) 

and Industry 4.0 are driving technological innovation. The benefits of sophisticated automation are 

being felt throughout industry, resulting in the development of intelligent systems like smart grids.

The smart grid piece is the sixth instalment in the series of industry guides from EU Automation. These 

can all be found by going to  www.euautomation.com/uk/automated/industry-guides.

Think Smarter Energy

Alan has now taken 

over as Managing 

Director and will head 

up the company 

which has over 290 

employees and eight 

retail stores. He is well 

qualified to take on this 

role having attained 

a degree in Business 

& Finance and an MBA, and has been with the company 

since leaving university almost 20 years ago. During this 

period he has worked in virtually every area including 

customer service, retail and servicing, gaining a detailed 

understanding of the business.

Alan says: “Gaining the relevant qualifications, experience 

and more importantly learning from colleagues, customers 

and other industries over the years, has given me good 

grounding for this business, so I believe I am very engaged 

with the function and operation of the company.  In my role 

as a director I have also had the opportunity to visit many 

of our customers which I feel has given me a real insight to 

our market.”

All change at Axminster 
Tools & Machinery
with Alan Styles having been recently appointed to 

the top job

For over 30 years, Lancashire based Express CNC 

has been offering independent machine tool service 

and repair packages to machine shops throughout 

the UK. 

As in chip manufacture, circuit board producers are working on 

stacking multiple layers to continue improving performance. In 

modern electronic devices, there is often a small amount of 

space available to install the circuitry, as much of the volume 

is required for other items like screens, output connectors and 

ever larger batteries. 

The ever-shorter life cycle of many devices poses additional 

challenges, as injection moulding costs too much for prototype 

manufacture. For this reason, Beta LAYOUT wanted a less 

expensive alternative and installed an EOS FORMIGA P 110 

additive manufacturing system to produce circuit carriers for 

evaluation.

Manuel Martin, Product Manager 3D-MID at Beta LAYOUT explained, “Working with the EOS additive 

manufacturing system, we can deliver quickly to our customers high-quality prototypes that are close 

to series-produced boards. 

“What’s particularly practical in all this is that we are even able to deal with orders for 3D models via 

websites and online shops. Additive manufacturing has enabled us to expand our business model 

successfully.”

Additive Manufacture Of 
Electronic Circuit Boards

www.eos.info

www.houghtonintl.com/en-uk

Furthermore, the Haslingden company has a sales network 

that distributes the heavy duty Union range of boring 

machines.

Commenting upon the new agreement, Express CNC’s 

Managing Director, Mr Howard Bradshaw says: “Our 

engineers have been servicing Victor CNC machines for 

decades, so we know all the machines intimately. The 

new arrangement will see our team of service engineer’s 

work in partnership with the Victor CNC team to enhance 

the existing service network across the UK. With regard 

to selling the extensive line of Victor CNC horizontal and 

vertical machining and turning centres, our focus will be 

upon our existing network in the north west area. The 

Victor brand is renowned for its build-quality, performance 

levels, technology and innovation and also its reliability and 

longevity, we are delighted to be associated with such a 

reputable name.”

Express CNC announced as the 
new sales and service agent for 
Victor CNC machine tools. 

It is this partnership with globally renowned companies that led 

Unicut to implement cutting fluids from Houghton International.  

Initially, Houghton was invited to Unicut to conduct a site 

survey to evaluate the machine tools, processes and the 

materials being machined. With this information the company 

applied the best-fit fluid for the fixed and sliding head turning.

With the partnership between Houghton and Unicut 

approaching its first birthday, the Production Supervisor 

at Unicut Precision, Mr Gary Garner says: “The Houghton 

products are excellent. We get next day delivery, the quality 

of the oil is outstanding and it’s extremely cost effective. With 

regards to performance the oil is noticeably improving our tool 

life with improvements beyond 25% already being recorded. 

This is a significant cost saving for Unicut. Additionally, there is no pungent odour that is a common 

problem with cutting fluids.”

Productivity is more ‘Fluid’ 
for Unicut With Houghton Oils

The report details how Vero has more than double the 

number of installed software licenses than any other 

software vendor which represents more than 22% of 

market share.

“Vero’s broad CAM portfolio helps the company maintain 

their market position,” stated Stan Przybylinski, CIMdata’s 

VP of Research. “The range of solutions, while challenging 

to maintain and enhance, gives them stability when some 

industries may face challenges, and a large addressable 

market overall.”
 

In addition, CIMdata estimated that Vero was again able 

to increase its market share in terms of direct revenue now 

representing a market share in excess of 10%, with further 

growth predicted for 2016.

Reporting a seven figure order book, it continues to grow 

and has set its sights on doubling its turnover by 2020. 

Mr Arthur saved the business from financial disaster a 

decade ago and has invested heavily in it since then. It is 

now a successful group specialising in surface finishing in 

the bore or on the shaft with a portfolio of electronically 

controlled honing and grinding machines plus the tooling, 

fixtures, abrasives and oils to support their operation.

Delepena Group Celebrates 
10 Year Anniversary
Cheltenham-based Delapena Group, a world leader 

in grinding and honing this month celebrates its 

10th anniversary under the ownership of David 

Arthur.

The 2016 CAM Software Market Analysis Report 

from leading US analysts CIMdata confirms Vero’s 

position as the world’s number 1 CAM-focused 

software business in calendar year 2015.

www.delapena.co.uk

www.verosoftware.com 

Vero atop the CAM vendor 
charts reports CIMdata
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News

The Member of Parliament for Daventry was on hand to unveil a special commemorative plaque at the 

opening of the dedicated Metrology Facility – a purpose-built, state-of-the-art facility covering 3000 sq 

ft within the Innovation Centre of Silverstone Park in Towcester – which is being launched by Hexagon 

Manufacturing Intelligence, in partnership with asset manager MEPC.

John Drover, Sales Manager for Hexagon Manufacturing Intelligence UK, said: “We are absolutely 

thrilled to have launched this specialist facility within the iconic Silverstone Park and are hugely excited 

about the real, tangible difference this will make to not only SME and start-up businesses across the 

region, but to industry as a whole.

“Our engineers and application metrology specialists are able to deliver inspection, validation, and 

quality control of components through the use of Hexagon systems which are capable of measuring 

to the sub-micron level, enabling our customers to achieve high performance and accuracy every 

time. But being able to verify and validate predefined standards for accuracy, reliability and precision 

is something that smaller businesses are unable to achieve due to financial restraints and restrictions.

“Through this new facility, we are opening up exclusive access to both the equipment and the support 

to enable tier two, three and four suppliers across the region to achieve first-rate provable standards. 

And by also offering dedicated training programmes, along with networking opportunities, this new 

facility will not only help facilitate growth and development across the SME sector, but it will help raise 

standards industry-wide.”

Roz Bird, Commercial Director of Silverstone Park, said: “We are delighted to be working in partnership 

with the team at Hexagon Manufacturing Intelligence to launch this fantastic new facility, which will 

provide SME businesses across the engineering industry with unique access to a wealth of support 

and specialist expertise.

“The launch of the metrology facility forms a vital element of our overall vision for Silverstone Park 

which is to create a truly global destination for engineering, innovation and business development, 

and we are hugely excited about what the future holds both here and for the industry as a whole.”

For further information regarding Hexagon Manufacturing Intelligence’s new Metrology Facility at 

Silverstone Park, please contact Claire Waterson on 0870 446 2667 or emailsilverstonemetrology@

hexagon.com.

A brand new metrology sub-contract inspection centre within Silverstone Park which 

will see SMEs across the region able to compete on the national stage for the very first 

time has been officially opened by Chris Heaton-Harris MP

Metrology Facility Set to Revolutionise
Fortunes of Region’s SMEs

New tooling introductions are now available to support 

drilling, milling, boring and turning operations as well as a 

new range of toolholders.

In addition to new product introductions and the inclusion of 

existing, widely used cutting tools, the 2016 compendium 

features valuable informative sections providing tooling 

advice, advantages of different tool types, usage 

information, selection and application examples as well as 

23 pages of in-depth technical guidance.  These technical 

pages include application basics, trouble shooting, chip 

control and valuable information and data on achieving 

competitive machining sequences on hardened steel, cast 

iron and difficult-to-cut materials.

Among recent product launches are new turning grades 

for stainless steel (AC6030M and AC6040M), NEM special 

chipbreaker inserts, NFB, NLB positive chipbreaker inserts 

for softer materials, coated SumiBoron (BNC2010 and 

BNC2020) for hardened steel machining, SumiDia NLD and 

NGD chipbreaker inserts for non-ferrous metals and a new 

series of GND grooving tools.

Copies of the 2016 catalogue can be obtained from 

Sumitomo Electric Hardmetal UK by emailing: enquiries@

sumitomo-hardmetal.co.uk or calling: 01844 342081.

SUMITOMO ‘GOES LARGE’ 
WITH 2016 CATALOGUE

Sumitomo Electric Hardmetal has released its 2016 

General Catalogue majoring on its ‘Performance 

Cutting Tool’ range featuring a host of the latest 

tooling developments across carbide, cubic boron 

nitride (CBN), cermet and diamond tool types.

www.sumitomotool.com 

www.hexagonmi.com
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Reshoring

The structured approach adopted will demonstrate 

to OEMs and Tier 1 manufacturing companies 

the extent and strength of the engineering supply 

chain available in the UK.  It will assist the high tech 

industry sectors, such as aerospace, automotive, 

defence, renewable energy and power generation, 

marine, medical, rail, packaging and so on, that 

need to fill the gaps or strengthen existing supply 

chains or to support the creation of new ones. 

“It is focused on building a connected network,” 

explains Julia Moore, CEO of the GTMA, one 

of the key associations backing the initiative. 

“Leading industrial and technological associations 

are working in collaboration to offer the various 

skill sets that cover the whole supply chain. From 

concept to product and process design, through 

process engineering, tooling and methods to 

finishing and inspection, all the way to delivery to 

the end customer, there is a structured approach 

that will help eliminate the gaps in any established 

supply chains or provide the opportunity for new 

ones to be formed.”

As well as the GTMA, the other key associations 

currently supporting the facility include British 

Measurement and Testing Association (BMTA), 

Engineering Industries Association (EIA), Cast 

Metals Federation (CMF), Metal Working 

Machinery Manufacturers Association (MMMA), 

Polymer Machinery Manufacturers and Distributors 

Association (PMMDA). From June 2016, Gambica 

(representing the Instrumentation, Sensors and 

Control industries), British Fluid Power Association 

(BFPA) and the British Abrasives Federation (BAF) 

will be joining this unique and exciting collaboration 

of engineering companies, because they all believe 

the ethos of the collaboration that there is strength 

and visibility in working together.

The website allows visitors to appreciate the 

extent of suppliers and to ‘zoom’ into a regional 

area allowing for a specific search for a particular 

category, such as toolmakers; cast metals; 

engineering machinery and equipment; precision 

engineering; metrology, measurement and testing, 

or a cluster search of all categories within a 

specified region.

Simply by clicking on a category on the online map 

of the UK the selection will ‘pinpoint’ companies 

within their geographical locations and by clicking 

on the pin this will provide a brief description 

of their capabilities and how to find out more by 

using their unique ID number; with a ‘phone call 

providing further information. Additionally, the ‘star’ 

symbol represents a full profile, allowing for direct 

contact with the named company. So, it becomes 

a simple task to step through the support required 

for any supply chain, building up a list of trusted 

and accredited suppliers capable of delivering the 

required products and services supported through 

the appropriate Trade Association. “With nearly 

3,000 companies already populating the website 

and other trade partners in the wings we feel 

confident that we can help any business find the 

suppliers it needs,” concludes Julia Moore.

If you want to be part of it why not contact the 

Reshoring team for further information by emailing 

info@reshoringuk.co.uk

Mapping The UK’s Engineering Supply Chain

And Building A Connected Network
Reshoring UK is a unique collaboration of leading industrial engineering and technology 

associations working together to assist manufacturers connect with trusted, accredited 

suppliers capable of delivering products and services that match their varied requirements.

www.gtma.co.uk
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IDSupplier Focus

In its early days it was a two-man business 

utilising manual machines and the skills it had 

available. Now, over 25 years later, it remains a 

two-man business, but its production methods 

have changed significantly through utilisation of 

machining centre technology from XYZ Machine 

Tools.

Current owner of Tycam Engineering Andy Tyler, 

who bought the business from his former employer 

in early 2000, has transformed the company 

through investment in four XYZ ProtoTRAK LPM 

machining systems along with an XYZ 2-OP 

portable vertical machining centre. “Back in the 

early days a lot of the components we worked on 

comprised of fabrications, so manual machining 

was probably the way to go. However, as our 

key customer Ipeco Electronics developed their 

products we had to review how we machined them. 

This meant looking at CNC, which my boss at the 

time had little interest in. After a demonstration of 

the XYZ ProtoTRAK system I managed to convince 

him to have one retrofitted to an old turret mill we 

had.”

This early experience of ProtoTRAK helped to 

change the direction of the business and over 

the years additional CNC machines were added, 

including an XYZ MiniMill 560, and a couple of  XYZ 

bed mills. The XYZ MiniMill 560 was bought for a 

specific job, which ran for  four years. When that job 

finished Tycam decided to look at larger machine 

capacity and purchased an XYZ ProtoTRAK bed 

mill, as its remaining work still tended to be low 

volume, but demanding of CNC capability. “We 

were very happy with the ProtoTRAK bed mill, but 

when one complex job turned into a production 

part, we knew we needed to upgrade to a machine 

with toolchanging capabilities, but I didn’t want 

the trouble of learning G-code and a new control 

system,” says Andy Tyler. The solution lay in the 

XYZ LPM (Lean Production Machine). 

           

Using the same ProtoTRAK control the XYZ LPM 

is a three axis vertical machining centre with a 16 

position tool magazine, that is quick and easy to 

set up thanks to the use of ProtoTRAK, tool setting 

system, and the Jergens ball lock system used 

for locating vices and fixtures to the table. The 

latter ensures that the control knows the exact 

coordinates of any fixturing information this is then 

stored in the control for use any time a particular 

set-up is required. The big advantage for Andy 

Tyler and Tycam, though, was the ability to simply 

transfer the program from his bed mill to the LPM, 

with the only adjustment being to add in the tool 

changes.  “This first LPM was a revelation and I 

am now hooked on them, the ease of use and 

versatility has made a major difference to how we 

produce parts, already having the experience of 

ProtoTRAK made the transition straightforward and 

I have total confidence in the machines capability, 

which makes quoting for new work simple.”

The four XYZ LPM machines are operated by just 

two people, Andy Tyler and his apprentice, Jordan 

Parish, who joined the company in December. 

With no programming or production machining 

experience Jordan quickly got to grips with 

ProtoTRAK and, after a relatively short period of 

time, he is now happy to set and program parts on 

the LPM machines. At Tycam the four XYZ LPMs 

are set up slightly differently, with a combination 

of vices and vacuum plates adding to the LPM’s 

versatility and suiting the work being undertaken. 

“Bringing Jordan in as an apprentice was a big 

decision and he spends one day each week at 

Huntingdon Regional College, while the rest of his 

time he is learning ‘on the job’. He has taken to 

the ProtoTRAK control like a duck to water and 

was quickly able to program basic parts at the 

control and run two machines simultaneously, 

such is their ease of use. In time he will move on to 

programming on the CAD system and transferring 

the DXF files to the ProtoTRAK.”

In addition to its tool magazine and table layout, the 

XYZ LPM also features axis travels of 785 mm (x), 

470 mm (y) and 530 mm (z). With a11.2 kW (15hp), 

8000 revs/min, spindle with rigid tapping capability, 

20 m/min rapid/feed rate and a table capacity of 

460 kg, the LPM is a highly practical and capable 

vertical machining centre, which also has the 

option of a fourth axis capability being fitted.

The four XYZ LPM machines at Tycam have been 

complemented with the addition of an XYZ 2-OP 

portable vertical machining centre. Designed to 

be able to be relocated around the factory, where 

it is needed, when it is needed, to take pre-op 

or second operation work off more expensive 

machines, Tycam also saw its value as a stand-

Tycam Knows What It Likes 
And Likes What It Knows

St Neots-based Tycam Engineering (originally Astral Engineering) has built a solid 

business supplying machined parts for aerospace and military power supply units.

alone vertical machining centre. It was seeing 

increasing demand for batches of between 50 and 

60-off of smaller components, which it didn’t want 

to tie up an LPM with. Again the big advantage was 

its use of the ProtoTRAK control system, meaning 

that any programs from the XYZ LPMs can be used 

on it, and visa-versa.  “Like the LPM machines, the 

XYZ 2-OP is a really good machine that has not 

given us any issues whatsoever and for the type 

of work that we do, which is mainly involved with 

the electronics industry, it suits our needs perfectly. 

As our workshop is compact, and there are only 

the two of us, we don’t need to make use of its 

portability and just treat it as a small VMC. The fact 

that it has the ProtoTRAK control made it an easy 

decision to buy,” says Andy Tyler.  

Videos of the XYZ LPM and XYZ 2-OP can be 

found here on the new website of XYZ Machine 

Tools: 

http://www.xyzmachinetools.com/xyz-prototrak-

lpm/ 

Or: http://www.xyzmachinetools.com/xyz-2-op/

Above: Tycam’s four XYZ LPM 

machines in its spotless workshop

Above: The XYZ 2-OP with Andy 

Tyler (left) chatting with apprentice 

Jordan Parish

Below: An ATR enclosure that 

Tycam worked on in conjunction 

with Ipeco electronics and Boston 

Design Consultants

www.xyzmachinetools.com
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Developed and manufactured at ONA’s extensive 

facilities in Spain, the QX range of machines include 

a new 100 per cent digital generator that provides 

great benefits to users of this technology. Especially 

significant is the increase in productivity in finishing 

operations where an average 60 per cent improvement 

is achieved both with copper and graphite electrodes, 

as well as major improvement in the homogeneity of 

the roughness on large surfaces. In the mould sector, 

where the machining of deep and narrow grooves with 

very difficult cleaning conditions is common, there has 

been an increase in productivity of up to 50 per cent 

for this type of work, without any increase in electrode 

wear. 

The increase in productivity of QX machines is linked 

to a significant reduction in electrode wear, which 

can last up to five times longer depending on the 

type of application. This advantage allows significant 

cost savings and simplifies the performance of many 

jobs where previously it was necessary to use two 

electrodes now one is often sufficient. This significant 

reduction in electrode wear enables QX machines to 

create cavities with a high aspect ratio, as well as to 

substantially improve the precision in micro-cavities, 

ensuring the generation of up to 5 micron in the inner 

radius of corners, compared to the 15 micron of 

previous machine designs. 

The new all-digital generator offers unprecedented 

flexibility to adapt the technology to the special and 

specific applications of each customer. The generator 

has been developed with the specific requirements 

for quality demanded by customers in the aerospace 

sector, in which advanced materials of exceptional 

hardness, such as nickel- and titanium-based alloys, 

are used. An equivalent to a lapped finish, a surface 

roughness of just 0.08 µm Ra can be achieved by the 

new generator. 

Another advantage of the levels of control offered by 

the digital generator is the application of EDM micro-

machining, used when the surface area is less than 

10 mm2. Typically used to create mould tools for the 

connectors used in every electronic device, such 

as mobile phones, audio visual systems and 

automotive applications in 

the consumer market to 

high tech industry sectors 

such as aerospace and 

satellite communications.

The EDM process 

plays a significant role 

in the manufacture of 

the mould tools for these demanding 

components. EDM micro-machining operations have 

gaps of less than 0.05 mm, corner radii below 10 

micron and achieve a surface finish of 0.1 to 0.25 µm 

Ra. A vital part of successful micro-machining is the 

control and resolution of the charge intensity. 

At low intensities, of less than 4 A, if the intensity is 

dependent on the input voltage and discharge it 

becomes very difficult to ensure that the programmed 

current is achieved at the electrode. The digital QX 

generator has intensity scaling of 0.1 A that allows 

each discharge to be finely controlled to meet the 

programmed parameters. 

The new family of ONA QX die sinking EDM machines 

was officially launched at the recent BIEMH exhibition, 

held in Bilbao, Spain during June 2016. The ONA QX4 

model that features travels of 600 x 400 x 400 mm in X, 

Y and Z, as well as the large model QX8 Modular were 

demonstrated on the company’s stand. QX Modular 

machines have a modular and versatile design that 

allows each customer to configure the machine to 

their exact specification, choosing from 40 different 

standard configurations. 

The largest model in the QX Modular series is the 

QX10 machine, which features axis travels of 3000 

x 1500 x 1000 mm in X, Y and Z respectively and 

permits the loading of workpieces up to 25 tonnes. 

The smallest model, the QX7 machine, has axis travels 

of 1500 mm in X, 750 mm in Y and 650 mm in Z and 

accepts loads of up to 15 tonnes on the worktable. 

All machines in the series can also be fitted with 

two heads controlled by separate CNCs, making it 

possible to independently machine two cavities at the 

same time on a large workpiece.

Finally, it is noteworthy that the ONA QX range of 

machines features a powerful CNC that can control 

up to 8 axes simultaneously. The controller also 

offers an open architecture, aligned with Industry 4.0, 

enabling full integration of the machine into any existing 

or planned enterprise management and control 

environment.

New ONA QX range offers
unbeatable EDM productivity

Represented in the UK and Eire by sole agent, Warwick Machine Tools, ONA, the world’s leading large and 

customised EDM machine tool manufacturer has launched its new range of ONA QX range of die sink 

machines. As the principal new product for 2016, these machines increase productivity, surface quality 

and EDM machining precision to hitherto unseen levels. 

www.warwickmachinetools.co.uk
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UKAS and ISO9001 approved, March Precision 

was established in 2002 with little more than one 

lathe and one milling machine. Today the company 

has grown to offer its engineering processes to a 

wide range of clients using a plethora of the latest 

CNC machine tool technology, which now includes 

gear cutting, 3D printing and wire EDM.

“We had an older Sodick wire EDM that gave great 

service over the years, thus prompting us to buy 

Sodick again,” explains Managing Director Mike 

Vincent. “We were aware that upgrading to a new 

model would bring a number of technology-related 

advantages, such as automatic wire feed, which 

we knew would save time.”

Due to demand and growth, March Precision 

moved to its current, larger premises in 2006. In 

fact, the eight-employee company added the 

neighbouring unit to its available floor space in 

2014. Today, industries served include oil and 

gas, motorsport, aerospace, defence, automotive, 

science and retail, largely to customers within a 50 

mile radius. March Precision supplies everything 

from prototype development jobs through to large 

batch production components. However, current 

typical batch sizes on the new Sodick VZ300L, are 

in the region of 1-10-off. 

“To be honest, we manage to keep the machine 

busy without actually promoting the fact that we 

offer a wire EDM service,” says Mr Vincent. “Most 

of the work for the machine arrives off the back 

of milling and turning jobs. Moving forward we 

are looking to change that, letting people know 

that a new wire EDM is available in the area to 

help customers with their precision engineering 

projects.”

The Sodick VZ300L is equipped with linear motors 

and a 10-year accuracy guarantee as standard. 

The machine achieves outstanding levels of 

accuracy, surface finish and cutting speeds thanks 

to its high performance LN2W generator. This 

specific model was selected by March Precision 

as it offered a similar working envelope to the 

machine it replaced, accommodating workpieces 

with dimensions up to 780 by 570 by 215mm, and 

up to 500kg in weight. The machine also offers 

80 by 80mm U/V-axis travel and ±15° taper angle 

capability.

“We had a demonstration of the VZ300L at 

Sodi-Tech’s facility in Coventry and the machine 

sold itself,” says Mr Vincent. “It was installed last 

summer and has been put to work producing a 

variety of sometimes complex components from 

materials that include titanium, 17-4 stainless steel 

and various exotic alloys, typically for Formula One 

and oil and gas customers. I would estimate that it 

is around 30% faster than our previous machine, 

which will help achieve a quick return on our 

Sodick VZ300L achieves 30% faster wire
EDM cycles at March Precision

March Precision Engineering Ltd, a leading subcontract machining and manufacturing specialist based 

in Aldershot, is using its recently acquired Sodick VZ300L CNC wire EDM to achieve 30% faster cycles 

and better surface finishes than the model it replaced. Supplied and installed by Sodi-Tech EDM, the new 

machine ensures the company has complete control over its manufacturing and quality processes.

www.sodi-techedm.co.uk

investment. Having automatic wire feed also helps 

to save time, while surface finish is improved too.”

Sodi-Tech has already trained one operator at 

March Precision on the new VZ300L, with another 

currently in the process. 

“We had great service from Sodi-Tech on our 

previous machine, which was another reason 

for returning to them for our latest investment,” 

concludes Mr Vincent. “Having wire EDM in-

house gives us full control over our manufacturing 

process and the quality we achieve. It also means 

we can offer a complete component manufacturing 

service, whereas some of our competitors have to 

subcontract their wire EDM requirements.”
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Industry 4.0

Why Industry 4.0? On the whole, the advantages 

achieved by a turn towards the digital economy are 

flexibility of production and the individualisation of 

the products that take all conceivable parameters 

into account. The concept helps to create 

personalised mass products while streamlining 

production. One of the consequences is the 

required programming flexibility.

The TISIS program is offered as an option that 

allows manufacturers to program the complete 

range of Tornos products. It is available for rather 

simple machines working with ISO programs but 

also for more complex machines such as the 

machines EvoDeco range. The software allows 

machines to be programmed and also allows 

interaction using a simple tablet computer or 

smartphone. 

TISIS is offered in several versions. The light version 

allows programming while the comprehensive 

version includes programming, set-up and data 

management support functions as well as an 

optional CAD/CAM system that allows complex 

shapes to be easily programmed. The Connectivity 

Pack enables production tracking via TISIS Tab 

(mobile version for Android and Apple peripherals) 

and includes the optional TISIS i4.0 production 

tracking function and set-up support function via 

a camera system.

 

With TISIS, the overall production can be divided 

into six simple stages: programming, tool selection, 

data transfer to the machine, set-up, real-time 

production monitoring and tracking and also an 

efficiency evaluation. The programming wizard 

enables the comprehensive documentation of all 

workpiece data. By means of the mobile TISIS 

Tab application, it allows the registration and the 

visualisation of drawings and photographs that 

have been made or taken directly during set-up. 

When the program is re-started any operator can 

directly check all parameters and characteristics in 

the programming software.

 

As far as actual programming is concerned, 

numerous refined functions simplify the operator’s 

life. For instance, he can opt for highlighting certain 

parts by colours and decide to register recurring 

operations in a directory that can be called on 

request. An ISO-code data base is available at any 

time and this gives the operator the right code.  

Depending on the geometries to be programmed, 

the ISO code system can often be difficult to use. 

For such cases, TISIS comprises a CAD/CAM 

module that enables programming based on a 

3D model. The program can be optimised where 

required by means of the TISIS editor and the 

GANTT chart.

 

The directory of the available tools is synchronised 

with the machine configuration. The arrangement 

of tools in TISIS exactly corresponds to the 

tool layout in the machining area. The software 

directly shows the position of the tools and avoids 

any risk of interference. Any assembly errors 

or incompatibilities are avoided from the very 

beginning. 

Real-time production tracking enables the operator 

to view progress in real time and consequently 

determine the deadlines and the availability of the 

machines as precisely as possible The efficiency 

of each machine and of the entire workshop is 

available upon request. It can be displayed easily 

to give a quick overview. The efficiency display 

is based on certain parameters that can be 

selected as desired. The efficiency can thus be 

viewed by machine or by machine group or by 

time parameters such as by day, week, month 

or year. The system is comprehensive and fully 

autonomous and the history of each machine is 

permanently saved. 

 

With TISIS, TISIS Tab and Connectivity Pack, 

the Tornos user can work more efficiently and 

is better informed about the production status 

of the machine and even the workshop. A TISIS 

evaluation software version can be downloaded 

from the Tornos website under http://store.tornos.

com/en

Industry 4.0
How to take advantage with Tornos TISIS

Today, we hear a lot about Industry 4.0, the industrial revolution that is going to digitise production and completely 

change our current era of manufacturing. There is reams of information about how this concept can meet our actual 

requirements. Tornos cuts through all this with its latest version of TISIS software.

http://store.tornos.com/en 
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Training students to become CNC machinists 

has never been easier, according to Kris Richens, 

programme leader for engineering apprenticeships 

at Burnley College and one of its senior lecturers. 

His comment follows the acquisition last year 

(2015) of a Heidenhain Interactive Training (HIT) 

system comprising workbooks, server software 

and a network of 20 workstations for students. 

The material covers DIN/ISO programming, while 

a separate module teaches Heidenhain’s widely 

used conversational data input.

Mr Richens said, “When we train apprentices, 

BTec students and people studying for HNC 

Level 4 to program the proprietary Mazatrol CNC 

system fitted to Mazak machine tools, we can only 

have two people standing at each of three vertical 

machining centres in our workshop.

“Things are even more restricted when teaching 

how to program turn-milling cycles on our 

Colchester lathe with Fanuc control, as only two 

students can be around the machine at a time.

“The HIT system is much more flexible and as far 

as I know unique. Realistic training is carried out in 

a classroom environment with students sitting at a 

computer screen.

“In front of them is a programming station that is 

a PC-based replica of the company’s iTNC 530 

control panel, one of which is fitted to a 3-axis Ajax 

training mill in our workshop. The only differences 

are that the classroom pad has a keyboard built 

in and there is no resident software, as that is 

provided from the server.

“Programs created by the students at their desks 

are downloaded directly to the mill so that the parts 

can be machined. It is seamless from lecture room 

to finished part, using a combination of theory and 

practice and a mixture of multimedia and traditional 

learning.”

He went on to explain that this approach is not 

possible with other makes of CNC, proprietary or 

generic. Either each training station is an actual 

control system complete with computer hardware 

and software, and therefore expensive; or it is 

based on off-line programming software, so the 

instruction bears little relationship to the hands-on 

experience of students when they are put in front 

of a machine tool.

Arrival of the HIT training material at Burnley 

College has come at a good time, as there is 

unprecedented need for teaching CNC skills. 

The number of locally-employed people studying 

four-year apprenticeship courses comprising 

NVQ Levels 2 and 3 plus BTec Level 3 (Technical 

Certificate), equivalent to the former time-

served apprenticeship, has risen dramatically 

from 12 to more than 400 since 2009. Those 

studying aeronautical engineering, mechanical 

manufacturing engineering and toolmaking all need 

to be trained in CNC programming.

Others at the college also need to acquire CNC 

programming skills, such as the 40 students 

currently taking HNC Level 4 and the 200 post-

GCSE school leavers studying BTec Level 3. HIT 

is especially useful for teaching this content, as 

the training material covers a lot of the criteria. It is 

far better than the old simulation software Burnley 

College previously used and allows the training to 

go much more in depth.

Mr Richens, himself a time-served apprentice 

toolmaker, continued, “With student numbers 

so high, we have a big requirement for a multi-

platform, practice-orientated system for teaching 

how to program CNC systems.

“The HIT server software, which can be displayed 

on a whiteboard during lectures and linked to 

the students’ programming stations, is the ideal 

solution for teaching.

“The beauty of it is that CNC principles per se can 

be taught very effectively. With the hard part out 

of the way, it is then relatively easy to cross-train 

people to use another make of control, as the 

principles are similar and readily transferable.

“In my role as assessor on an academic board 

comprising representatives from 15 or so local 

engineering companies, when I discussed the 

possibility of adding Heidenhain CNC training to the 

college courses there was overwhelming support.

“The control is used widely in factories on machine 

tools from all over the world, so it makes sense 

to have targeted training for these particular CNC 

systems, as students are bound to encounter them 

in industry.”

Machine operators already working on the shop 

floor in local firms may need a refresher course in the 

capabilities of the German-manufactured control, 

or perhaps cross-training from using a different 

CNC system. Burnley College therefore intends 

to introduce commercial Heidenhain training 

courses alongside those it runs for Mazatrol and 

Fanuc. It promises to be a useful source of extra 

income for the college, which reinvests heavily in its 

educational services and recently spent £600,000 

on infrastructure and new equipment.

In Mr Richens’ view, another advantage of HIT is 

the quality of the hard copy materials that support 

the software. The printed workbook, which is 

available as a free PDF document, includes 

step-by-step assignments to be completed and 

numerous programming examples. Users can 

jump between topics and study at their own speed, 

so the learning environment is ideal for people with 

different levels of knowledge.

Mr Richens added, “We have been impressed by 

Heidenhain’s after-sales support since we bought 

the interactive training software modules and 

desktop control pads. It has been outstanding and 

certainly the best of any supplier of equipment to 

the college so far.

“They helped us set up the system on our server 

and have given us more training than we were 

entitled to.

“HIT is also surprisingly inexpensive. I think 

Heidenhain regard it as a loss-leader, in the hope 

that we are training the next managing director of a 

manufacturing company - which we probably are.”

In conclusion, he drew attention to the big 

turnaround in UK manufacturing that Burnley 

College’s expansion underlines. He pointed out 

that there has been massive growth in engineering 

in East Lancashire since the last recession, which 

he believes is due in part to a substantial amount 

of re-shoring of manufacturing, particularly from the 

Far East.

It is driving a requirement for higher skill levels 

in production engineering. Coupled with an 

ageing industrial workforce and a generation of 

underinvestment in on-the-job apprentice training, 

the need for young people to acquire technical 

skills and qualifications has never been greater.

Interactive Training Brings 
The Shop Floor To The Classroom

Engineering apprentice numbers at one college in the north of England 

surge from 12 to more than 400 in six years

www.heidenhaingb.com
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The AMRC in Rotherham near Sheffield, UK, was 

initially founded in 2001 as collaboration between 

the University of Sheffield and Boeing with support 

from Yorkshire Forward and the European Regional 

Development Fund. It now has over 80 industrial 

partners that include Boeing, Rolls Royce, BAE 

Systems, Airbus and of course OPEN MIND 

Technologies. The centre acts as a support 

mechanism for the aerospace and other high-

value advanced manufacturing sectors, driving 

technology brands such as Mitsubishi, DMG Mori, 

Nikken, NCMT, Renishaw, Starrag and many 

others to develop innovations that enable OEMs 

to hit their targets. Targets that will primarily be to 

manufacture components and assemblies faster 

and more efficiently without increasing the shop 

floor plant list.

 

To put this philosophy into perspective, by 2032 

it is estimated the global aerospace industry will 

demand 29,000 new large civil airliners, 24,000 

business jets and 5,800 regional aircraft valued 

at over US$5 trillion - a potential market value of 

around US$600bn for the UK over the next 20 

years. The industry is of such importance to the 

UK economy that the government has committed 

£10bn (US$15bn) over the next ten years to 

developing the industry. An element of government 

strategy involves supporting innovation centres 

such as the AMRC, and in turn, the AMRC is 

driving innovation within the aerospace industry to 

ensure it achieves these targets. Now, OPEN MIND 

has its seat at the twice-yearly board meetings to 

discuss the next series of development programs. 

What Happens On The AMRC Shop-Floor?

 

The shop floor at the AMRC is regarded as 

the industry test bed for the next generation of 

production technology. Machine tools provided 

by either the machine tool manufacturer or OEM 

and new technology such as cutting fluids; cutting 

tools, workholding and toolholding technology, 

CAM software and machining strategies as well as 

new material compositions are all tested to the limit 

on the AMRC’s state of the art machines. 

 

To ensure smooth up-scaling from research to full 

production, the AMRC clones the manufacturing 

environment of the OEM for test purposes. For 

example, the AMRC has a large bed WFL turning 

centre for producing under carriage components 

for Messier Dowty, a DMG Mori NT5400 and 

NT6600 as used for engine case production 

at Rolls Royce and a Starrag STC1250 and 

Ecospeed for processing BAE components, as just 

a few examples.  

The OPEN MIND Involvement...

The cost of Tier 1 membership at the AMRC is 

£200,000 per year, something that demonstrates 

OPEN MIND’s investment and commitment to 

winning a share of the UK’s potential US$600bn 

aerospace sector over the next 20 years. 

Commenting upon the new membership status, 

OPEN MIND Technologies Technical Sales 

Manager, Mr Matthew Coulson says: “We have 

committed considerable resources to the AMRC 

in terms of the three seats of our hyperMILL 

software and one day a week technical support. 

This resource commitment will be of benefit to 

ourselves, as well as the AMRC, as we are already 

working on cutting-edge projects with some of 

the aerospace OEMs. Committing our effort to 

these OEMs could potentially lead to OPEN MIND 

Technologies supplying hyperMILL CAM software to some of the largest 

aerospace manufacturers in the world.”

 

Whilst the details of the research projects cannot be fully disclosed, OPEN 

MIND has already been involved in benchmarking trials to measure toolpath 

capability and optimisation of CAM systems through hyperMILL against 

CNC control units. Other on-going projects include the development of new 

CAM strategies and feature enhancements to deliver productivity benefits to 

different aerospace manufacturers whilst other programs are evolving around 

the utilisation of extremely complex multi-function cutting tools that demand 

specialist CAM support. Commenting upon the projects, Mr Coulson says: 

“The technical staff and academics at the AMRC are the world leaders in the 

aerospace industry and they are driving tomorrow’s technology in this multi-

billion pound industry. At this upper echelon of manufacturing, we are being 

challenged every week to work with the most cutting-edge technology. Being 

able to participate in this work with hyperMILL CAM solutions is an exciting 

challenge.”

OPEN MIND’s Mr Coulson has been working closely with the AMRC’s Aerofoil 

Technical Lead, Mr Tom McCready to deliver solutions to the global aerospace 

community for over a year. Commenting upon using OPEN MIND’s hyperMILL 

software, Mr McCready says: “OPEN MIND’s hypermill provides a leading 

industry CAM solution, I have been principally utilising the functionality for 

multi-blade components. The software is easy to use and good quality tool 

paths can be created and computed quickly, the tool axis control allows the 

programmer to intelligently define axis reversal and other common surface 

issue positions. Whilst the analysis tools allows the programmer to anticipate 

issues prior to machining trials. Overall the availability of the software within the 

AMRC has helped drive forward our capability.”

OPEN MIND becomes Tier 1
member at the AMRC

OPEN MIND Technologies has now been awarded Tier 1 membership status at the University of Sheffield Advanced 

Manufacturing Research Centre (AMRC). The globally renowned research facility has invited OPEN MIND to enhance 

its membership status following a number of successful collaborative projects that have been undertaken during 

OPEN MIND’s four year tenure as an AMRC Tier 2 member.

www.openmind-tech.com
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Based within the Chaffron Way Campus in 

Leadenhall, the Engineering and Technology 

department offers a variety of courses 

covering a wide span of ability levels. The 

impressive multi-million pound Innovation and 

Technology Centre allows students to study 

mechanical, electronic, computer-aided design 

or fabrication, leaving the college with the most 

up-to-date skills for the demands of today’s 

manufacturing industries. Students range from 

school leavers with aspirations of employment 

in the field, to individuals already working in an 

engineering department looking to increase 

their skill set.

The CV-700 INNOVATEST hardness tester 

allows students to carry out reliable Rockwell, 

Brinell and Vickers hardness testing on a variety 

of metallic materials. As well as teaching them 

how to perform the various stress analysis 

tests on metallic surfaces, the students 

are encouraged to think critically about the 

identification of metals including aluminium, 

brass, and mild and hardened steel using the 

results of the hardness tests.

Nick Mussell, Programme Manager of 

Engineering at Milton Keynes College said: “We 

liked the manual nature of the INNOVATEST 

hardness tester. For students who are not 

familiar with using a hardness tester, this is 

the perfect introductory piece of kit. Rather 

than a fully automated device, this entry level 

hardness tester encourages students to make 

conscious decisions about set up and testing. 

The CV-700 teaches the importance of the 

indenter, load and dwell time, and encourages 

the students to think about the testing process 

in a step by step fashion.”

“It is a durable, robust piece of machinery 

that enables even inexperienced operators 

to use it with some confidence. We needed a 

hardness tester that was also accurate, which 

makes the CV-700 perfect for educational 

purposes. Using the hardness tester gives the 

students valuable, practical hardness-testing 

experience, and allows them to gain experience 

using the device, which will be incredibly useful 

when entering a work environment where they 

may be faced with a similar piece of kit.” 

The college uses magnifying cameras in 

conjunction with the hardness tester, allowing 

the results to be projected onto whiteboards 

using an overhead projector for teaching 

purposes. Full tests carried out on the CV-700 

are also filmed, enabling them to be shown 

to larger groups of students as instructional 

videos. Students are tested on their ability to 

use the machine correctly during practical 

exams, where they are expected to perform 

accurate testing of metals under examination 

conditions.

The CV-700 is an analogue universal hardness 

tester with a solid design, suitable for carrying 

out reliable Rockwell, Brinell and Vickers 

testing. The simple test cycle by operation lever 

allows a wide test load range up to 187.5kgf.

Engineering and Technology Department at Milton 

Keynes College Choose Bowers Hardness Tester
The Engineering and Technology Department at Milton Keynes College 

is giving students practical experience in hardness testing using a CV-

700 INNOVATEST universal hardness tester from Bowers Group. 

www.bowersgroup.co.uk

Featuring an advanced laser scanner, the HN-

C3030 represents a major step forward in ultra-fast 

shape evaluation compared with traditional tactile 

measurement. By scanning a component and 

comparing it with the original CAD file, users obtain 

better insights into product conformity, resulting in 

faster problem-solving and earlier time-to-market.

As components have become ever more complex, 

the demand for rapid, accurate measurement has 

increased. To achieve high precision, Nikon has 

developed special optics for the laser scanner that 

even enables inspection of glossy or dark surfaces 

without manual preparation like powder spraying.

 

Synchronised, 5-axis 

positioning is an 

important element. The 

compact HN-C3030 

controls a high-

precision 3-axis 

drive system 

as well as a 

360-degree 

rotary stage and 

a -20 to +135 

degree laser 

scanner 

swing arm. 

It enables wide areas 

covering the top and 

sides and even the 

bottom surface of 

parts to be scanned. In 

addition, the direction 

of the laser scanner can be rotated between -180 

and +180 degrees, allowing scanning of shapes 

from optimum angles. 

The system is capable of inspecting all toothed 

surfaces on a single automotive bevel gear in 

five minutes, for example, acquiring surface point 

clouds at a rate of 120,000 points per second. This 

is a massive multiple of the number of points that 

can be measured by tactile inspection. The result is 

a full 3D scan of the part, whereas tactile scanning 

acquires only individual points or lines. A detailed, 

3D digital copy gives not only full shape or section 

information, but also deep insight into surface 

profile and tooth wear that are hardly detectable by 

tactile measurement.

The software features acquisition and analysis tools 

for optimum scanning of various sizes, shapes and 

surface conditions. Comparison of point clouds to 

the original CAD file provides colourful, easy-to-

interpret 3D deviation reports. For more advanced 

inspection, dedicated gear software enables 

easy creation of teaching files and tooth analysis 

in the same format as with conventional contact 

measurement systems.

The HN-C3030 excels when measuring highly 

detailed, complex gears such as hypoid, bevel 

and helical up to a maximum of 300 mm diameter 

Rapid, Non-Contact Inspection 
Of Gears, Turbine Blades And Other Complex Parts

A non-contact measuring system has been introduced by Nikon Metrology for high-speed, 

3D measurement of gears, impellers, hobs, turbine blades and other complex components to 

accuracies measured in single-figure microns. 

www.nikonmetrology.com

by 300 mm deep. The system is not restricted to 

use inside temperature controlled rooms. When 

equipped with an optional thermal regulator, it 

can also be used on the shop floor and in other 

production environments.
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Based in Colchester, Essex, Reverie Ltd is a highly 

accomplished and skilled carbon fibre composite 

design, repair and manufacturing company. With 

over 15 years of experience crafting the finest 

autoclaved carbon fibre composite parts from 

alloy or carbon composite tooling, they supply 

businesses and retail consumers with bespoke or 

batch produced high quality, repeatable carbon 

fibre parts. They also offer a diverse range of 

carbon composite parts for the electronics, 

communications, marine, home, construction and 

automotive markets, and a repairs service.

As a leading name in the automotive industry for the 

design and manufacture of advanced autoclaved 

composite, Reverie Ltd has recently used the 

Baty R14 FT2-E Profile Projector to measure the 

tolerance of key fob trims for a British automotive 

manufacturer of luxury, high-performance sports 

cars. Reverie Ltd produces a high volume of the 

key fob trims, and therefore required a quick and 

easy method of measuring to a tolerance of +/- 

0.1mm to ensure precise consistency and the 

highest quality product. 

Reverie Ltd has also used the Baty R14 to measure 

CFRP trims; a new prototype part currently 

in production for a high-end male grooming 

company. The Baty unit allows Reverie Ltd to 

accurately measure the side profile and the plan 

profile of the tail end of the part, the accuracy of 

which is absolutely crucial to a good cosmetic fit 

to the casting.

Peter Farndell, Design and Manufacturing Engineer 

at Reverie Ltd said: “The Baty R14 unit is perfect 

for checking any suspect parts that are identified 

during visual checking, or for checking and 

validating any client returns for fit errors. It works 

excellently for these particular applications.”

Reverie Ltd chose the Baty unit when they 

discovered that they were unable to measure the 

parts with their Faro Fusion Arm due to touch 

pressure. The Faro Fusion Arm requires the 

component to be touched during the measurement 

process. Due to the flexible nature of the CFRP 

parts, they have a tendency to become distorted 

in shape when handled, therefore producing 

inaccurate readings. 

Another potential option was to use a white 

light scanner, which was not only unsuitable for 

achieving the required level of accuracy on small 

parts, it was also difficult to find and measure the 

edges of the component. The Baty, therefore, was 

a faster and simpler option as it boasts automatic 

profile edge detection.

“The Baty unit makes measuring difficult parts 

that are too flexible to be held easier and quicker” 

said Peter. “The accuracy of the measurement is 

consistent and perfect for our needs – in fact the 

accuracy that the Baty unit is capable of achieving 

is more than we will ever need!”

The readings that Reverie Ltd obtain from the 

Baty R14 FT2-E Profile Projector also enables 

the company to prove that finished components 

are within the tolerances that they quoted to the 

customer. This can be useful when handling 

potentially rejected parts, as proof of tolerance 

achievement allows Reverie Ltd to reduce scrap 

and provide the customer with assurances of 

quality and accuracy. As the key fobs are cut and 

trimmed by hand, there is naturally some capacity 

for variations between the components. The 

Baty unit allows Reverie Ltd to be consistent and 

accurate in their manufacture, therefore reducing 

the possibility of rejects and the costs associated 

with this. 

Reverie Ltd also use the Baty R14 FT2-E Profile 

Projector to check CNC tool cutter diameters and 

wear to improve its CNC machining accuracy. 

It’s important that the wear on the CNC tools is 

monitored carefully, as damage to the tool such 

as nicks and chips have a negative impact on 

the patterns, molds, and components that the 

machine is used to cut. The Baty R14 is also used 

to measure the depth and size of the tools, in order 

to ensure that the correct diameter is used for the 

application requirements.

Reverie Improves Machining and Inspection 
of Autoclaved Composite Parts with Baty Profile Projector

Reverie Ltd has improved its machining accuracy and quality inspection capability with the Baty R14 

FT2-E Profile Projector. The Baty R14 provides Reverie Ltd with high accuracy non-contact measurement 

and inspection for the manufacture of autoclaved carbon fibre composite parts, and as a method of 

checking CNC tool cutter diameters and wear to improve machining accuracy.

www.bowersgroup.co.uk
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Initially established in 1986 by Paul Cobb’s father, 

today the Derbyshire-based Hemlock Group 

has an annual turnover of around £7 million and 

employs 70 highly skilled staff. Hemlock invested in 

3- and 5-axis prismatic machine tools, while HPC 

Services provides multi-axis turning with Swiss-

type sliding head and turn-milling machines, to 

provide a one-stop shop service for companies 

across a wide spectrum of industry sectors. Both 

were early adopters of CNC technology and look 

to automate and improve efficiency whenever 

possible.

“It was the drive for efficiency and cost-effective 

results for the customer that initially prompted 

us to review the various component marking 

solutions available,” recalls Paul Cobb. “We are 

machining 15,000 parts a month, and there are 

a lot of variables. One particular customer, Dual 

Mist, required component traceability to meet 

end customer expectations and industry safety 

standards. It requires part number, date and 

location it was manufactured, as we don’t know 

when we are making a batch of any particular 

design we had to have a flexible solution.”

That flexibility came from a Technifor LaserTop 

2000 workstation fitted with the company’s TD412 

diode-pumped Nd:YAG laser to efficiently generate 

high definition marks. With a marking power of 

12W it provides consistent, high contrast character 

quality on a wide range of materials and is capable 

of marking at up to 2.5 m/sec.  

An innovative workstation, the LaserTop 2000 can 

accommodate any of the highly capable Technifor 

YAG or fibre technology lasers fitted with any lens. 

Compact in design the LaserTop 2000 can be 

installed on a desk or a worktable. It is quiet enough 

to be used in an office and no external cooling is 

required. The useful 520 by 580 mm working area 

provides maximum flexibility in the size and weight 

of workpieces accommodated. It makes laser part 

marking more accessible and can be operated with 

minimal training.

The Class 1 enclosure, certified against laser 

emissions, is fully interlocked to ensure maximum 

safety. The counterbalanced door is equipped 

with sensors and an anti-pinch system. Opening 

vertically up to 420 mm, it allows access and 

loading on three sides of the working area, while a 

large viewing window ensures operator confidence 

during marking.

LED lighting is embedded in the marking head so 

the marking area remains perfectly illuminated. 

A red diode marking pointer and 300 mm Z-axis 

motorised height-adjustment with positional 

display makes sure that parts are positioned 

correctly in the 240 by 240 mm maximum marking 

area and processed correctly every time.

For HPC Services the Technifor laser is used to 

drive a rotary axis to allow the cylindrical nozzles to 

be clearly marked around their circumference. By 

repurposing the plastic collet designed to be used 

by the installation engineers to screw the nozzle 

into the water feed pipework HPC Services has 

created an effective method of holding the nozzle 

body without risk of damaging it.

Paul Cobb states: “We investigated the various 

methods and suppliers and selected the Technifor 

TD412 for a number of reasons. First, as a bench-

top machine it is very compact; while we are not 

restricted for room, we are keen not to waste 

floorspace. Secondly it is extremely well designed 

and built, when you have seen a few you know a 

good one. The third reason is the intuitive ease of 

use of the software; it is so straightforward even I 

can use it.” 

Prior to investing in the Technifor marking system 

the company used the engraving capability of 

its Nakamura Tome CNC mill-turning centre to 

achieve the required traceability information. 

“When we first started producing the parts the 

volume was low enough to engrave the data on 

the circumference of the body. However, it added 

a minute to the machining cycle time of a lathe 

that cost £200,000. We are currently producing to 

order 2,000 parts per month, and that would be a 

lot of lost machining minutes. The Technifor system 

allows us to run the turning centres more efficiently 

and the mark generated on the component is of a 

much higher quality,” he explains. 

Although the quality of the mark was not a 

requirement at the outset it is an unexpected 

benefit that has impressed customers in other 

industry sectors, particularly the train braking sector 

that HPC Services supports. Components for this 

sector are now also marked using the Technifor 

laser, and there is enough capacity for HPC 

Services to offer its capabilities as a subcontract 

service to other engineering businesses.

With the sprinkler-based fire suppression industry 

worth around £500 million each year, Paul Cobb 

is confident that the Dual Mist product range 

will grow significantly. In fact, he is so confident 

he has invested in the company. He says: “Our 

paths crossed when a couple of businessmen 

approached Hemlock looking for 5-axis machining 

and also sliders to make some nozzles they had 

designed. I could see the potential, but they were 

difficult to machine and therefore expensive to 

produce. 

“We redesigned the nozzles using our engineering 

skills to simplify the design to make it both easier and 

more cost-effective. We spent a few years getting 

the design as effective as possible, with the nozzle 

exit controlling the mist-to-water droplet ratio. It 

is so efficient now that we can literally replace 9 

sprinkler heads with a single Dual Mist nozzle. The 

potential cost saving for the construction industry 

is huge and we expect exceptional growth, so the 

marking machine will have to work even harder as 

we produce more nozzles.” 

It was not just the body of the nozzle that the 

team at HPC Services redesigned; the internal 

components have also been focused upon. The 

aim was to remove any rubber seals as these can 

perish with associated warranty and maintenance 

penalties. “We wanted to produce a ‘fit and forget’ 

nozzle, and every element has been driven by that 

goal. These systems have to remain operationally 

ready for the life of the building, and we are 

confident that the traceable marks created by 

the Technifor TD412 will remain completely intact 

and legible for the same timeframe,” Paul Cobb 

concludes.

More Than A
Sprinkle Of Success

As part of the Hemlock Group, HPC Services provides high precision machining services to demanding customers in 

many industry sectors. When the company became involved with the production of tight tolerance parts for a new 

system for suppressing building fires, traceability became a necessity. This is efficiently and cost-effectively achieved 

by a TD412 laser-equipped LaserTop 2000 workstation supplied by marking and traceability specialist Technifor. 

www.technifor.com

IDPart MarkingID Part Marking



ID Head Line

industrialdirector.com   -  August  2016  -   Page 33Page 32  -  August  2016  -  industrialdirector.com

IDWorkholding

The £4,000 investment paid for itself within the 

first 12 weeks, according to the subcontractor’s 

production manager, John McNab. It is significantly 

reducing the cost of machining steel plates for 

vehicle exhaust welding rigs, helping the company to 

address the ever increasing call from its customers 

for savings.

Called MillTec Grip, the permanent electro-magnetic 

workholding arrangement for use on machining 

centres and milling machines uses a double circuit 

to generate uniform clamping force between the 

workpiece and the magnetic surface and at the 

same time between the magnetic system and the 

machine table. Brief application of an electrical 

supply is sufficient to activate and deactivate 

the circuit. A patented feature of the low-profile, 

frameless clamps is the sealed construction with a 

monolithic, all-metal top section into which an array 

of sacrificial, cylindrical pole extensions is screwed 

for holding down ferrous workpieces.

Andover-based Bowyer Engineering, a 35-employee 

company that is celebrating its 70th anniversary this 

year, is predominantly a supplier to the aerospace 

sector. It manufactures machines for manipulating 

and inspecting turbine blades and also mills and 

turns components for use in aircraft manufacture. A 

wide range of exotic materials is machined on an 

array of CNC lathes as well as on Bridgeport 3-axis 

vertical machining centres and a Matsuura 5-axis 

model, which is the latest acquisition installed in 

January 2015.

One of the company’s other specialisms is the 

production of jigs for securing vehicle exhausts 

during automated arc welding. Until recently, the 

fixtures were manufactured from multi-component 

fabrications. They were difficult and time-consuming 

to mill and drill accurately due to their complexity 

and the need to fixture them at compound angles. 

Furthermore, a large variety of materials had to be 

stocked for their production.

So John McNab devised a new production 

route that moved away from machining entire 

fabrications to milling and drilling steel base plates 

individually before assembly. It was further decided 

to standardise on 12 mm thick bright bar, 200 mm 

wide and up to 4 metres long, which is sawn into 

billets as required. 

Initially, the billets were cut into pieces of different 

sizes to suit the individual plates. Each had to be 

clamped on their edges in a vice for machining, 

which meant repositioning them for a second 

operation, as it was the edges that were being 

milled. Production cost was consequently high and 

it is this method that John is contrasting with the 

latest, more economical production technique.

It involves clamping a single billet for profiling a 

nest of variously-shaped base plates by milling 

to depth around their profiles, followed by drilling. 

This presented its own difficulties, however. A 

conventional fixture would have created a dead zone 

around the periphery caused by interference with the 

spindle, reducing the yield. Bowyer Engineering’s 

zero-point workholding equipment would have 

introduced long idle times, as it would have been 

necessary to attach pull studs to the underside of 

each billet to provide security for heavy milling. 

As John put it, “Spindles turning means spindles 

earning.” So he set about finding a quicker method 

of clamping the billets without compromising the 

ability to machine components right up to the edge.

While at a Matsuura open house in Coalville last 

year, where 1st MTA had a stand in the supplier 

village, he remembered them making a presentation 

on the Tecnomagnete clamping system. He took 

particular note, as he learnt that the equipment was 

new to the UK, having only recently become readily 

available following the appointment earlier in the year 

of Salisbury-based 1st MTA as sole agent. 

The move by Bowyer Engineering to machining 

individual base plates rather than complete 

fabrications provided the ideal opportunity to 

test out the system, as a billet can be clamped 

on one face, leaving the remaining five free. Brief 

consideration was given to vacuum workholding, 

but the many holes in the base plates made this 

method unworkable.

A Bridgeport XR1000 3-axis VMC with 12,000 

rpm spindle, through-tool coolant and a 30-tool 

magazine on the shop floor in Andover has been 

earmarked for the project. 

The MillTec Grip magnetic clamping system has been 

used exclusively on this machine so far, although it 

could be swapped over to other machining centres 

on the shop floor including the 5-axis model. Thirty 

exhaust welding fixtures can be in build at a time, 

none of which is the same and each can contain up 

to 100 plates, so the machine is kept busy.

John explained, “The magnetic workholding and 

nesting technique substantially reduces the cost of 

producing every base plate.

“We produce the cutter path quickly using a custom-

designed template in EdgeCam that recognises 

recurring features.

“If the MillTec Grip does not happen to be on 

the Bridgeport, it is quick to fix it to the table by 

connecting an electric current, which is then switched 

off. Securing the steel billet onto the magnetic pole 

extensions is even faster and extremely secure.

“The magnetic workholding station is positioned 

at one end of the machine table, allowing another 

clamping arrangement to sit alongside it for 

machining other types of component, resulting in 

maximum versatility.”

Bowyer Engineering also makes welding and other 

fixtures for manufacturing different products such 

as off-road vehicle frames and boiler housings. 

Its new method of making such jigs will expand 

business opportunities in this area. Moreover, the 

company is already successfully using the magnetic 

clamping system to streamline production of a range 

Astute Workholding Practices 
Have A Big Impact On Reducing Production Costs

Bespoke special purpose machine manufacturer and CNC machining subcontractor, Bowyer Engineering, 

bought its first magnetic workholding equipment, an Italian-made component clamping system from 

Tecnomagnete supplied through sole UK agent, 1st Machine Tool Accessories.

To increase productivity, Hainbuch has recognised and conceptually moved 

its strategy away from ‘individual’ clamping devices.

This philosophy has enabled the clamping device 

manufacturer to opt for a user-friendly modular set-up 

system that enables fast and accurate change-overs in 

minimal time and at minimal expense.

 

With the modular system, the basic clamping device 

remains mounted on the machine and simultaneously 

serves as an interface for other clamping devices. 

Whether for I.D. or O.D. clamping, saw cuts or bar 

work, the pull-back effect of the mounted add-on 

clamping elements enables solid clamping with 

optimum characteristics, such as high rigidity, vibration 

reduction, and maximum metal removal rates.

 

Clamping in all variants - when turning and milling

The innovation is not just the individual clamping 

devices, but rather the modular principle. This delivers 

application diversity that drastically minimises set-up 

times and decreases production downtimes. The jaw 

module came to reality to make this modular system 

usable for smaller quantities and material dimensions 

up to a diameter of 200mm. Together with the Toplus 

or a Spanntop chuck, the modular system become a 

clamping solution for all situations. 

 

Mandrels and clamping heads can also be used in the 

basic unit. The new jaw module completes the circle 

and leads in a new clamping dimension that opens up 

even more possibilities for users. With less weight and 

a smaller interference contour, Hainbuch is offering 

the perfect 3 in 1 combination of I.D. clamping, O.D. 

clamping and jaw clamping.

 

With the new member of the family, the face driver 

adaption this is no longer a problem. This clever 

innovation can machine a workpiece over its entire 

length and re-clamping is no longer necessary. Firstly, 

this increases concentric precision, secondly, the 

formal and position tolerances ‘stabilise’, and thirdly, 

the face driver adaption is also assembled in no time 

at all. The carbide pins dig into the end face of the 

shaft and transmit the torque. The advantages are very 

clear, high accuracy due to machining in one clamping 

set-up.

Hainbuch Expands the Modular System

www.1mta.com

of subcontract parts for the aerospace, oil and gas, 

medical and general engineering sectors. 

1st MTA provided a high level of technical back-

up during initial installation of the Tecnomagnete 

equipment, advising how best to mount the unit on 

the machine and position the base plates. Support 

and advice from the supplier is ongoing, since 

Bowyer Engineering frequently encounters different 

workholding requirements as it transfers more and 

more subcontract machining onto the magnetic 

clamping system.

John concluded, “The whole project has been a 

resounding success, from concept to operation. Not 

only have our workholding requirements been met, 

but the solution has exceeded all our expectations.”
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The company, which has grown into a £2 million 

turnover, 20-employee business, started trading in 

2006 with a newly acquired TRUMPF TLC CUT 5 

five-axis laser, a machine that is still working reliably 

and proficiently to this very day. In the intervening 

years, the company has invested in three further 

TRUMPF laser cutting machines, which today 

form the bedrock of success at this progressive 

subcontract manufacturing business.

GF Laser was formed after being spun-out of sister 

company Moseley Brothers with the intention of 

creating a business based on five-axis laser cutting. 

Today, however, the ISO 9001:2008 accredited 

company also offers 2D laser cutting, formed 

tube cutting, sheet metal bending, welding and 

powder coating services. Besides the provision of 

24/7 production capacity, the company can also 

offer next day delivery to UK and Europe using its 

dedicated vehicles or retained couriers. 

“We serve industries that range from automotive 

and yellow goods, through to construction and 

architectural,” explains Director Simon Tregillus. 

“We’re one of only a few UK laser cutting 

companies to offer laser cutting utilising both five-

axis and two-axis machines.”

Aside from the original TRUMPF TLC CUT 5, 

which is still used on a daily basis at GF Laser, the 

company also has a TRUMPF TruLaser Cell 7040 

five-axis laser with the latest split cabin technology 

and a TRUMPF TruLaser 3030 flatbed laser. The 

most recent installation, however, is a TRUMPF 

TruLaser 3040 fiber, which with its large bed can 

cut components up to 4000 by 2000mm.

“The machines are extremely quick and reliably 

produce high quality parts, which is essentially why 

we keep returning to TRUMPF for our new laser 

machine requirements,” says Mr Tregillus. “The 

TruLaser 3040 fiber, which we installed in 2015, 

is so fast that we are on course to achieve our 

shortest-ever ROI.”

The company’s commitment to ongoing investment 

is one of the principal reasons for its success, along 

with tight control over costs that can be passed 

on to customers, a dedicated in-house quality 

department and fast turnaround capability. The 

combination of these factors helped the company 

achieve its highest ever monthly turnover in March 

2016. 

GF Laser cuts parts up to 25mm thick in all 

materials, including copper and brass, while 

batch sizes range from 1-off prototypes up to high 

volume quantities.

10 YEARS IN BUSINESS 
AND 10 YEARS AS A TRUMPF USER

Dudley-based GF Laser is celebrating 10 years as a leading supplier of subcontract 

flatbed 2D and five-axis 3D laser cutting services.

www.uk.trumpf.com
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To streamline the manufacture of a family of 12 

hydraulic pump components for the yellow goods 

industry, a Traub automated turn-milling centre 

supplied by Geo Kingsbury (www.geokingsbury.

com) has been installed alongside a Gleason 

hobber and Pfauter shaper to form a production 

cell on the shop floor of subcontract manufacturer, 

Muffett Gears (www.muffettgears.co.uk). 

The Tunbridge Wells company specialises in 

hobbing, shaping, skiving and grinding gears with 

a PCD (pitch circle diameter) ranging from 4 mm 

to 400 mm and with modules from 0.25 to 5.0. 

The mainly bespoke products are produced to JIS, 

DIN, ANSI or customer specification.

The German-built Traub TNX 65/42 lathe with 

twin opposed spindles and 65 mm bar capacity 

is equipped with an LNS magazine capable of 

feeding sawn billets, or bars up to 1,600 mm long. 

At the output side, an integral arm removes each 

finished component from the counter spindle and 

places it onto a conveyor. 

The robustness of this arm allows it to handle 

the heaviest component in the family of shafts, 

weighing 3.5 kg, while its generous travel means 

that finish-machined components up to 400 mm 

long can be pulled clear of the counter spindle. 

No other machine shortlisted by the subcontractor 

was able to match this performance.

Tony Smith, managing director of Muffett Gears 

and grandson of the founder commented, “We 

were turning the pump gear shafts from 45 mm 

and 50 mm diameter steel bar on a single-spindle, 

single-turret lathe, but were struggling to keep up 

with demand from our customer.

“We needed to increase output and initially looked 

at retrofitting a robot to one of our existing lathes. 

However, we decided to add extra capacity and 

invest in a new turning centre requiring minimal 

attendance from a machine operator.

“Geo Kingsbury’s response to our enquiry was 

prompt, following which we visited Traub’s 

Reichenbach factory a couple of times to see the 

machines being manufactured. 

“Although the TNX lathe is available with four 

turrets, we established that optimum price to 

performance for our applications would be 

obtained using a turn-mill centre with three turrets. 

A suitably specified TNX lathe was installed in our 

Tunbridge Wells facility in September 2015.”

The machine was supplied by sole agent Geo 

Kingsbury as a turnkey package with component 

unloading mechanism and conveyor, bar magazine, 

various component programs, some of the 

required tooling and training for the subcontractor’s 

operators. 

The pump gear shafts are turned from 300 mm to 

400 mm long sawn billets of black bar. Operations 

include turning multiple diameters, producing a 

circlip groove and cutting a longitudinal, semi-

circular key near one end using a Woodruff mill. 

Nearly 1,000 components per month are required 

across the family of parts, so batch size is around 

100-off.

Productivity has increased substantially, as now to 

complete operations on the front end of the shaft 

as well as on the reverse after synchronous pickup 

by the counter spindle, the cycle time has been 

reduced to 4 minutes. Previously, on the single-

spindle lathe, turn-milling took a total of 12 to 15 

minutes and additional time was needed to invert 

the component manually in the spindle for the 

second operation.

Mr Smith added, “Now that the new production 

process has been established for the hydraulic 

pump gear shafts, we have started to turn other 

components on the Traub lathe in a variety of 

materials, including stainless steel, in batches of up 

to 600-off.

“Many of our products are ground after turning 

but some are not, so we need high dimensional 

accuracy and good surface finish on turned 

diameters. The Traub lathe allows us to meet those 

requirements and achieves very tight tolerances 

measured in microns.”

A highlight of the 10-tonne TNX65/42 is the heavily 

ribbed, cast iron, slant bed construction that 

dampens vibrations and promotes close tolerance 

machining. In addition to travels in X and Z of 650 

mm and 175 mm, there is ± 40 mm of Y-axis 

movement on each turret. The synchronous main 

and counter spindles, each with C-axis, are of 

identical rating at 24 kW / 5,000 rpm. 

Control is provided by the TX8i-s running Traub’s 

in-house developed software, optimised for the 

manufacturer’s lathes. Realistic 3D simulation 

shortens set-up time and avoids collisions when 

producing first-off components.

Automated Lathe Joins Hobber And 
Shaper In Gear Shaft Production Cell

Triple-turret, twin-spindle turning centre enables one-hit machining, reducing cycle 

times three to four fold and eliminating handling

www.geokingsbury.com

Subcontracting ID
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For most manufacturing companies nowadays, 

process optimisation with regard to shorter 

machining times and an extended service life for 

the metal cutting tools are the keys to greater 

efficiency. Intelligent milling strategies, such as the 

trochoidal machining process, are the solution: in 

conjunction with the new CircularLine CCR end 

mills from WNT, tool service lives can be extended 

and components produced even faster. 

Over the last five decades, the demands placed 

on the machining industry have changed 

considerably. On the one hand, components 

are becoming ever more complex; on the other, 

companies are under immense time pressure and 

must minimise personnel and machine costs. To 

remain competitive in the short and long-term, it 

is becoming increasingly important to fully exploit 

new technological advances as they become 

available: advances such as the trochoidal milling 

strategy. This ensures optimum and effective 

machining processes thanks to the use of new 

CAM programming systems and control cycles. 

Together with the right tool, this machining strategy 

offers some attractive benefits, including increased 

process reliability and noticeable time and cost 

savings.

The benefits of trochoidal milling are particularly 

noticeable when machining high volumes, deep 

slots or high flanks. In addition to extremely high 

process reliability and considerable time savings, 

an increased service life can be achieved, along 

with reduced tool wear. This is because the angle 

of engagement remains as small as possible during 

trochoidal milling, reducing the vibration caused. 

Also the fact that the end mill has more time to 

cool down during the process reduces the amount 

of wear. 

Another particularly interesting aspect is the raw 

material utilisation of the carbide. Although the 

amount of carbide powder required to produce the 

tool is somewhat greater, the cutting length of the 

tool is twice as long. Wear in relation to the volume 

being machined is therefore distributed across the 

entire length of the longer cutting edge. If this is 

compared again with the raw material input, the 

result is positive and absolutely cost-effective.  

Due to the higher radial forces, greater demand 

is placed on the tool, which requires special, 

more stable core geometry. Furthermore, both 

the carbide and coating must have high thermal 

shock resistance, as the temperatures generated 

at the cutting edge fluctuate strongly due to the 

engagement and cooling intervals. If the wrong tool 

is selected, micro-cracks may form on the cutting 

edge or chipping may occur. 

The new CircularLine CCR end mills from WNT 

possess all these properties and are the first 

choice for optimum results with the trochoidal 

milling process. As demonstrated in particular 

by the application of the legendary Dragonskin 

coating, maximum emphasis has been placed on 

ensuring that the end mills exhibit a high degree 

of resistance. Like all high-performance tools that 

have a “Dragonskin”, the new CCR end mills are 

extremely robust and wear-resistant and can 

withstand strong temperature fluctuations. These 

end mills also boast a special chip breaker that is 

ground into the cutting edge geometry. The need 

for this becomes apparent when considering that 

chips produced by a cutting length of 4xD and 

a diameter of 12 mm without a chip breaker, for 

example, would be 48 mm long. The chip breaker 

restricts the chip length to 2xD and optimum 

chip removal is ensured, even for problematic 

materials. Two versions of the WNT end mills 

are available: one for universal applications and 

another specifically for the machining of aluminium. 

While the six flutes of the CCR-UNI ensure smooth 

operation and a high material removal rate, the 

four flutes of the CCR-AL ensure a high depth of 

cut. They are available in 3xD (steel) and up to 4xD 

(aluminium) cutting lengths, and can reach cutting 

depths that correspond to these cutting lengths.

Tests have shown, it is possible to use significantly 

higher cutting data when using trochoidal milling 

with CCR end mills than with conventional 

machining processes, shortening machining 

times considerably. Even applications that were 

previously considered to be very difficult could 

be dramatically improved. In the past, problems 

were always encountered with chip evacuation for 

materials such as stainless steel 1.4404 (Duplex-

VA). Unusually for this material, it was completely 

dry machined during the tests, leading to the 

discovery that the thermal shock effect could be 

minimised. As a result, a considerably longer 

service life is possible than with wet machining. 

In one case, the conventional machining time for 

the workpiece was reduced from 12 minutes to 5 

½ minutes and the general service life was tripled. 

These figures clearly show what combining the 

optimum tool with the right machining strategy can 

achieve. 

A visual representation of the gains that can 

be made using CircularLine CCR end mills 

and the trochoidal machining process can be 

seen in this video: https://www.youtube.com/

watch?v=uEx_5d18ss0

Anyone interested in the trochoidal machining 

using the CircularLine CCR end mills can contact 

WNT (UK) via the website at www.wnt.com or call 

the Freephone number 0800 073 2073 to request 

a visit by one of WNT’s specialist Technical Sales 

Engineers.

The Evolution 
In Trochoidal Milling

New CircularLine CCR end mills from WNT increase efficiency with 
intelligent machining strategies

www.wnt.com
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However, Mapal has done just this. How? 

Investment in technology and the introduction of 

new product lines are just two core factors driving 

this growth...

‘World leading’ is a phrase banded around far too 

often; but in the case of Mapal, this is genuinely 

true when referring to the production of PCD 

cutting tools. In fact, as the world’s largest PCD 

tooling manufacturer, Mapal has now cemented 

its position with the recent investment of €26 

Million Euros, which was spent at the company’s 

competence centres in Germany. Added to this, 

Mapal has expanded its carbide manufacturing 

facility with the introduction of Wiesskoff into the 

corporation. 

Recognised as a market leader in technical 

solutions and services for the automotive and 

aerospace industries, the bespoke technical 

services and products that Mapal designs and 

manufactures are a significant factor in the 

company’s exceptional growth. With such a 

buoyant aerospace and automotive industry in 

the UK, the global investment and growth are also 

reflected in the UK operations based in Rugby. 

Mapal Ltd has seen its headcount rise by 22% 

with four new apprentices accounting for 79 of the 

company’s UK staff.

Added to the global headcount of almost 5,000 

staff in 43 subsidiaries and huge continuous 

investment levels, the UK manufacturing facility has 

mirrored the global strategy. The UK business has 

recently invested over £1million in new equipment 

that includes a Studer S20 grinding centre, an 

Ewag RS15 universal grinder for processing PCD 

tools, a Doosan machining centre and Lynx lathe 

for producing tool bodies, a Saacke twin pallet 

grinding centre for re-grinding drills and end mills 

and a variety of tool balancing machines. Added 

to this UK investment, Mapal has also purchased 

Rainey Engineering in Northern Ireland specialising 

in the new manufacture & distribution of carbide 

products.

Commenting upon the company growth and 

strategy, Mapal Ltd Managing Director, Mr Wayne 

Whitehouse says: “In recent years Mapal has 

increased its specialist tooling manufacturers that 

focus upon very niche drilling, reaming and heat-

shrink product lines. With such unique product 

ranges now being incorporated into the Mapal 

brand, our product offering has grown significantly. 

What this means is that product lines considered 

as ‘specials’ by most cutting tool manufacturers 

are increasingly becoming standard stock items 

for Mapal. With an ever expanding standard stock 

offering, our response times on these innovative 

high-end items are the envy of the sector.”

“With regards to our production facility in Rugby, 

the ongoing investment now sees 48% of Mapal’s 

UK business being new or repair tooling that is 

manufactured here in the UK. Of this 48%, over 

80% of UK manufactured tools are special items 

that are developed by our UK engineering teams 

in conjunction with the customer. Additionally, over 

65% of the UK manufactured products are PCD 

product lines. Our recent investment strategy is 

all about underpinning our growth with machine 

tool capacity that can support this. For example, 

the Ewag and Studer grinding machines and the 

new balancing equipment will support PCD tool 

production whilst the Doosan machines will be 

dedicated to producing tool bodies and the Saacke 

grinder will enhance the re-grinding of solid carbide 

drills and end mills.”

“This investment strategy is paying dividends as 

we have more standard and special products to 

offer. The diverse product line is provided with 

Mapal’s renowned reputation for quality, precision 

and service whilst our special products and the 

bespoke tailored tooling that is designed and 

developed in-house, can now be supplied to lead-

times that will astound any company looking into 

high-end turnkey tooling packages. As we move 

forward the investment will continue. At present, 

we are looking at laser technology for producing 

PCD disks and also generating chipbreakers on 

particular PCD tools. At Mapal, we have the best 

of both worlds. We have an expansive line of high 

quality products supplied from Germany and this 

complements the UK division. The UK facility is 

fully immersed in the design and development 

and the consequent production and re-grinding of 

bespoke turnkey tooling solutions,” concludes Mr 

Whitehouse.

Investment & Portfolio Extension 
Underpin Mapal Growth

Achieving annual growth in the region of 20% is an impressive statistic; but doing it during a 

stuttering economic climate is something increasingly rare.

www.mapal.com
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The Maintenance and Partsmaster Innovation 

Platform of global water, energy and maintenance 

solutions provider, NCH Europe, has launched 

Aqua-Sol, a new range of aqueous water based 

degreasers, designed for the industrial removal of 

grease, dirt and soil from machinery and machined 

parts.

The new range includes versions with pH neutral 

formulas, foaming aerosols, low foaming liquids 

for closed systems and the latest surfactant 

technology, providing an environmentally friendly 

alternative to solvent-based products.  

The new range of aqueous, water-based 

degreasers includes Aqua-Sol Neutra Split, Neutra 

Split Low Foam, Aqua-Sol Power, Aqua-Sol Low 

Foam, Aqua-Sol Silicate Free and Aqua-Sol Silicate 

Free aerosol.

The entire Aqua-Sol range is NSF A1 certified, 

non-flammable, low odour and does not pose 

any inhalation risks. The Aqua-Sol range contains 

either zero or very low volatile organic compounds 

(VOCs) further enhancing user safety and improving 

storage. 

“Not all degreasers are designed to remove the 

same soils and dirt,” explained Peter Crossen, VP 

of the Maintenance and Partsmaster Innovation 

Platform at NCH Europe. “When choosing your 

degreaser, it’s important that you match your 

substrate — the surface you’re trying to clean — 

with a degreaser that includes the right additives 

and penetrating agents to efficiently remove grease 

deposits and stubborn dirt.”

Aqua-Sol Neutra Split uses a 7.3 pH neutral 

formulation, making it safer for storage and 

Aqueous Degreasers
Clean Up Manufacturing

NCH Europe launches suite of powerful and safe degreasers

handling. Offered in concentrated form, Aqua-Sol 

Neutra Split can be diluted with water up to 1:500 

to provide more economical degreasing. 

The Aqua-Sol range complies with all industry 

regulations on detergents; VOC storage on site; 

and with new rules on the classification, labeling 

and packaging (CLP) of chemicals. The range can 

also be specified with special dilution, dosing and 

spraying equipment.

www.mapal.com

The requirement to remove carbon from two 

cylinder heads weighing over 500KG led Vantage to 

search for a new process for this difficult cleaning 

application. This challenge was increased due to 

limitations on manoeuvrability for installation on the 

ship, as well as electrical compatibility issues with 

the on board voltage of 690V. 

Vantage contacted Ultrawave with their predicament, 

and was pleased with a proposal that would provide 

an effective solution to their cleaning requirement, 

whilst overcoming all challenges.  As the Platinum 

Explorer is based in Singapore, face to face 

communication was limited by geographic location 

as well as time difference. Nevertheless Ultrawave 

was able to fully understand the customer’s 

requirements. This, together with the experience 

of its technical team, allowed Ultrawave to design 

and manufacture, a large, robust, high performance 

ultrasonic cleaning system that meets Vantage 

Drilling’s cleaning requirements and stringent 

dimension restrictions on board. 

The 1,280 Litre HDX ultrasonic cleaning system 

delivers excellent cleaning performance, removing 

carbon build up on the cylinder heads from the 

combustion processes. The heavy duty basket was 

designed specifically to support the cylinder heads, 

and operation was made easy through a separate 

control generator. 

The incorporation of an overflow-weir and 

recirculation process enhances cleaning quality, 

whilst reducing water and detergent dosing 

frequency. This provides significant savings on 

overall cost and energy usage.

Vantage Drilling International Benefits
From Ultrawave Ultrasonic Cleaning Equipment

www.ultrawave.co.uk

Global offshore drilling contractor, Vantage Drilling International, which operates and 
manages a fleet of high specification drilling rigs across the world, has employed the latest 
ultrasonic technology to clean cylinder heads on board the Platinum Explorer drillship.

industrialdirector.com   -  August  2016  -   Page 43



Page 44  -  August  2016  -  industrialdirector.com

AMB The World of 
Mechanical Engineering
Stuttgart,  13-17 September 2016

AMB, the International exhibition for metalworking, is the leading industry trade fair in the even years and is one of the 

top 5 trade fairs worldwide for metal-cutting technology. Every two years approximately 1,350 exhibitors from almost 30 

countries showcase the latest developments in machine tools, precision tools and relevant periphery for metal machining. 

Over 90,000 visitors were interested in this offering in the centre of Europe’s leading high-tech region Stuttgart.

Visit: www.messe-stuttgart.de/en/amb

The Mazak stand will showcase horizontal and 

vertical machining centres, 5-axis machines, 

turning centres, a new machine from its entry-level 

range and, for the first time at a German show, all 

three variants of the company’s new SMOOTH 

Technology, namely SmoothX, SmoothG and 

SmoothC control.

The highlight of the show is likely to be the new 

INTEGREX i-400 AM, a revolutionary hybrid 

machine which combines additive manufacturing 

with multi-tasking capability. The i-400 AM 

integrates Direct Energy Deposition additive 

manufacturing technology into a 5-axis multi-

tasking machine to offer machine users unrivalled 

hybrid technology and subtractive manufacturing 

in one platform.

The INTEGREX i-400 AM makes use of a built-in 

1kW fiber laser to melt metallic powder, which is 

then applied layer-by-layer via interchangeable 

cladding heads. The heads are stored in the 

machine’s standard 36-tool magazine and enable 

the automatic change from additive to subtractive 

tooling, optimising process cycle time. 

Horizontal machining centres will be represented 

by the HCN 5000/50, a new 50 taper machine 

with a 500mm square pallet boasting extremely 

agile performance characteristics, including a 

10,000rpm/ 37kW high performance spindle; rapid 

traverse rates of 60m/min in the X-, Y- and 

According to Dr. Markus Klaiber, the CTO of 

clamping and gripping specialists SCHUNK. 

“Modern machining center concepts must take 

three factors into account: the shortest possible 

cycle times, maximum system availability and 

the ability to respond very flexibly to product 

modifications and changes in demand,” 

emphasizes the production expert, who sees a 

need for action primarily in SMEs.

Manufacturers who use machining technology 

face the challenge of having to produce the largest 

possible parts spectrum with the smallest possible 

number of operations and minimal set-up times. 

At the forthcoming AMB exhibition, Schunk will be 

discussing its product lines and expertise in this 

field in Hall 1 Booth 1G12. 

At AMB, Schunk will present an advanced line 

of system components for automated loading of 

machining centers. This will comprise numerous 

low-maintenance clamping devices and gripping 

systems that ensure a stable production process 

when the workpiece is changed. The range 

of application extends from the production of 

large series to efficient loading in batch size one 

production. Highlights will include the TANDEM-

plus, the ROTA THW-plus and ROTA NCX power 

chucks, the compact pallet-loading and 

clamping tower solutions of the VERO-S 

series, the multi-functional KONTEC KSC 

centric clamping device, the PRONTO quick-

change jaw system and the PGN-plus and 

PGN-plus Electric grippers, the world’s first 

grippers with permanent lubrication in the 

multi-tooth guidance. 

To increase process reliability and efficiency 

in the machining process, Schunk is also 

expanding the high-performance, vibration-

damping hydraulic expansion holders of the 

TENDO E compact and TENDO Aviation 

series. These holders guarantee enormous 

clamping forces and feature mechanical pull-

out protection, which is required for example in 

the aviation and aeronautics sectors.

At AMB 2016 metal sawing and storage equipment 

manufacturer KASTO will launch a new, high-

performance bandsawing machine, called 

KASTOwin pro AC 5.6, optimised for use with 

either a bimetal or a tungsten carbide tipped (TCT) 

blade. Cutting trials on the stand will demonstrate 

the short process times achievable.

The company will also present its full range of 

innovative products for sawing and storing bar 

stock and sheet. A particular message on the 

company’s stands will be ecologically friendly 

storage solutions with energy recovery. Benefits 

of the technology will be demonstrated on a 

KASTOunitower storage system.

Surplus energy from braking and lowering of a load 

is converted into electricity and stored temporarily 

for subsequent use, for example when moving 

and lifting the picking crane. It not only reduces 

energy costs but also improves the quality of the 

electricity supply because power is drawn more 

evenly. It may also be possible to downsize the kVA 

rating of the three-phase transformer, lowering the 

investment cost. 

Established equipment on display will include 

KASTOspeed high-performance, automatic 

circular sawing machines. They are designed for 

cost effective, high volume production and are 

renowned for reliability and accurate cutting during 

continuous operation. Depending on the properties 

of the material being cut, high speed steel or 

carbide saw blades can be used.

The saws may be integrated into an end-to-

end material flow system by a KASTOsort 

robotic interface. Robots remove the cut parts 

automatically and carry out other tasks such as 

deburring, marking, sorting and stacking.

Z-axes; and a chip-to-chip change time of only 3.5 

seconds. 

Also on the stand will be the VTC-800/30SLR, a 

new addition to the hugely successful European-

designed and manufactured VTC800 vertical 

travelling column machine series, which is available 

in both 40 and 50 taper versions. 

Richard Smith, Managing Director UK & Ireland 

Sales Division, for Yamazaki Mazak, commented: 

“AMB has become one of the major European 

machining shows and we are delighted to be 

bringing 12 state-of-the-art machines to the 

exhibition, from the most sophisticated 5-axis and 

multi-tasking technology through to entry-level 

machines.”

Mazak takes 12 machines to AMB 2016.
The Mazak stand, which is themed ‘It’s all about you’ in recognition of the company’s 

continued focus on developing machines which solve specific machining challenges 

faced by its customers.

Automated machine loading and the trend toward Industry 
4.0 are the central topics of AMB 2016

www.mazakeu.co.uk www.gb.schunk.com www.kasto.com

Schunk To Demo The Benefits of Industry 4.0 at AMB

Kasto To Introduce A Universal 
Bandsaw Optimised For Bimetal 
And Carbide Blades

AMB 2016 Preview ID
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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.

Lord Mayor’s AMRC visit paves 

the way to spread manufacturing 

excellence message worldwide 

http://bit.ly/2aft14r 

Programme announced for Automotive Supply Chain Event on 

6th September. Free To Attend http://bit.ly/2a0kYJx 

Check out The @Telegraph to see how asset finance could 

support business growth http://tgr.ph/strategiesforgrowth …

InvoMilling 1.0 is your fast lane to 

versatile gear cutting! Learn more 

about the software: http://buff.

ly/2amUvbt 

24 hour turnaround custom made machined parts for cancer patients 

#SOLIDWORKS #CAMWorks http://bit.ly/2abu3nM 

@TheAMRC

@gtma1

@LombardAF

@SandvikCoromant

@NTCADCAM
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